SFLC STANDARD SPECIFICATION 6310

REQUIREMENTS FOR PRESERVATION OF SHIP STRUCTURES

1. SCOPE

1.1 Intent This StandardSpecificatiordescribesequirementspplicableo preservatiof CoastGuard ship
structures.

1.2 Appendices

PROCESSSTANDARD APPENDIX
Cutter& BoatExterior PaintingSystens
Cutter& BoatlInterior PaintingSystems

Cutter& BoatAuthorizedCoatings
New ConstructiorRequirements
CoatingsQA Forms(QA-1 thru QA-5)

m|O|O|w|>

1.3 Acronymsand terndefinitions.

9 Critical -coatedsurfaces Areaswhereprematurdailure of the coatng systemcannotbe detectedy
routineobservatiordueto inaccessibility or areasvhererestoratiorof afailed systemcannotbe
undertakerwithout laying up the shipat anindustrialfacility or aforward repairsite; or areasvhere
restoratiorof afailed systenmaysubjectavesseko alossof operationabays,in additionto resultingin
avoidablerepaircosts.Theabsenc®f thecritical- coatedsurfaceslesignationn theindividual work
itemsdoesNOT downgradediminish,or relaxthecritical-coatedsurfaceprotocolsfor establishedist
definedwithin SFLC StdSpec 0000.Thelistof i Cr i-toateda U r f wilk awaysbetreatedas
critical-coatedsurfacesas setforth in the applicablesectionsof this standardindividual work itemsmay
placethecritical- coatedsurfaceprotocolsonadditionalsurfaces.

1 Partial Preservation Surfacepreparatiorandcoatingapplicationaccomplishedor upto 33%of aship
componente.g.,tank,u/w body,freeboardmaindeck,grid cooler,crane davit, etc..). This mayalso
includeanadditionalfinish coatover 100%of thecomponent for aesthetigpurposeln-procesQC
measureareapplicablefor partial preservatiorof surfacesdefinedas'critical-coatedsurfaces'(see
paragrapt8.2.4.2(In-procesQC measuresor ii ¢ r i-cbatedsaulr f afcSELLBtY Spec0000.

9 Touch-up: Preservatiomperationson cumulativesurfaceareadessthan10 percenif the total area(e.q.,
bilge, tank,spacegtc.)beingpreservedwith noindividual areagreateithan10 squardeet.included
undertouchup operationarenewanddisturbedsurfaceof lessthan10 squarefeet. Exceptfor potable
water,reservefeedwaterpr freshwatedraincollectingtanks, thedocumentatiomequirementgor critical-
coatedsurfacesarewaivedfor thesetouchup areasandtherequirementsor cleanlinesssurface
preparationsurfaceprofile, conductivity/chloridemeasuremengndcoatinginspectionconsistingof dry
film thickness (DFT), holidays,andcleanlinesshallbe verified by the accomplishingactivity prior to
paint applications.
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2. REFERENCES

COAST GUARD DRAWINGS
None

COAST GUARD PUBLICATIONS

Coast Guard Commandant Instruction (COMDTINST) M10360.3 (series), Coatings and Color
Manual

Surface Forces Logistics Center Corrosioev@ntion and Control (CPAC) Program Process Guide,
CGTO PG85-00-60-S (SFLC CPAC Program PG), 3 January 2013

Surface Forces Logistics Center Standard Specification 0000 (SFLC Std Sped 868)E=dition
General Requirements

OTHER REFERENCES

ASTM Intemational (ASTM) A153/A153M, 2009, Standard Specification for Zinc Coating-(Hot
Dip) On Iron And Steel HardwareCoatings, Zinc, Galvanized Coatings, Steel Hardware, Zinc
Coated, Steel

ASTM International (ASTM) A1059/A1059M, 2008 (Reapproved 2088ndardspecification for
Zinc Alloy ThermaDiffusion Coatings (TDC) on Steel Fasteners, Hardware, and Other
Products Coatings, Zinc, Fasteners

ASTM International (ASTM) B117, 2011, Standard Practice for Operating Salt Spray (Fog)
Apparatus

ASTM International (ATM) B633,2015, Standard Specification for Electrodeposited Coatings of
Zinc on Iron and Steel

ASTM International (ASTMD522/D22M17, 2013, Standard Test Methods for Mandrel Bend Test
of Attached Organic Coatings

ASTM International (ASTM) D2794, 1993 (Rpproved 2010), Standard Test Method for Resistance
of Organic Coatings to the Effects of Rapid Deformation (Impact)

ASTM International (ASTM) D406@014, Standard Test Method for Abrasion Resistance of
Organic Coatings by the Taber Abraser

ASTM Internatonal (ASTM) D4285, 1983 (Reapproved 2012), Standard Test Method for Indicating
Oil or Water in Compressed Air

ASTM International (ASTM) D4414, 1995 (Reapproved 2013), Standard Practice for Measurement
of Wet Film Thickness by Notch Gages

ASTM International ASTM) D4417, 2014, Standard Methods for Field Measurement of Surface
Profile of Blast Cleaned Steel

ASTM International (ASTM) D45412017, Standard Test Methods for R@Ff Strength of Coatings
Using Portable Adhesion Testers

ASTM International (ASTM) [3162,2015, Standard Practice for Discontinuity (Holiday) Testing of
Nonconductive Protective Coating on Metallic Substrates

ASTM International (ASTM) D7091, 2013, Standard Practice for Nondestructive Measurement of
Dry Film Thickness of Nonmagnetic CoagmApplied to Ferrous Metals and Nonmagnetic,
Nonconductive Coatings Applied to Néierrous Metals

ASTM International (ASTM) F7187, 2007(Reapprove@017), Standard for Shipbuilders and
Marine Paints and Coatings Product/Procedure Data Sheet
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ASTM Intemational (ASTM) G322016, Standard Test Method for Cavitation Erosion Using
Vibratory Apparatus

ASTM International (ASTM) G1542016, Standard Practice for Fluorescent Ultraviolet (UV)
Lamp Apparatus for Exposure of Nonmetallic Materials

CID A-A-50433, Alg 1989, Grease, Sea Water Wash Resistant

CID A-A-59316, Feb 1999, Abrasive Materials; For Blasting

FED SPEC TTP-28H, Jun 2007, Paint, Aluminum, Heat Resisting

SAE AMS-STD-595,Feb 2017Colors Usd in Government Procurement International Standard

Organiation (ISO) 85020, 1998, Field Method for the Conductomeietermination of
WaterSoluble Salts

MIL -A-22262B w/ Amendment 2, Mar 1996, Abrasive Blasting Media Ship Hull Blast Cleaning
MIL -PRF9954D, Feb 2014, Glass Beads: For Cleaning and Peening

MIL -PRF-16173E w/ Int. Amendment 1, Sep 2006, Corrosion Prevention Compound, Solvent
Cutback, ColdApplication

MIL -PRF23236D, Sep 2009, Coating Systems for Ship Structures

MIL -PRF24176C, Oct 2004, Cement, Epoxy, Metal Repair and Hull Smoothing

MIL -PRF24596B w Amendment 1, Feb 2011, Coating Compounds,-faming, Fire

Resistant MIEDTL-24607B w/ Amendment Zep 2013Enamel, Interior, Nofflaming
(Dry), ChlorinatedAlkyd Resin, Semigloss

MIL -PRF24635E, Sep 2009, Coating Systems, WedResistant, Exteriodse MIL-PRF
24647E, Apr 2013, Paint System, Anticorrosive and Antifouling, Sluiib

MIL -PRF24667C, May 2008, Coating System, N8kid, for Roll, Spray, or Seldhering
Application

MIL -PRF81309G, Jul 2014, Corrosion Preventive Compounds, Water DispladimnaThin
Film MIL-PRF24712B, Feb 2014, Coatings, Powder

Naval Sea Systems Command Naval Shipds Technic
4, Jan 2009, Deck Coverings, General (S908STM-010)

The Society for Protective Coatings (SSPC) Pajpliation Specification No. 1 (SSFEA 1),
2016, Shop, Field, and Maintenance Painting of Steel

The Society for Protective Coatings (SSPC) Paint Application Specification No. 2 (&SR
2015, Measurement of Dry Coating Thickness with Magnetic Gages

The Society for Protective Coatings (SSPC) Surface Preparation Specification No. 1§BSPC
1), 2AL5, Solvent Cleaning

The Society for Protective Coatings (SSPC) Surface Preparation Specification No. 238BSPC
2), 2004, Hand Tool Cleaning

The Society for Ritective Coatings (SSPC) Surface Preparation Specification No. 3 {SSPC
3), 2004, Power Tool Cleaning

The Society for Protective Coatings (SSPC)/NACE International (NACE) Joint Surface
Preparation Standard SSISP 5/NACE No. 1, 2007, White Metal Blast@hing

The Society for Protective Coatings (SSPC)/NACE International (NACE) Joint Surface
Preparation Standard SSISP 6/NACE No. 3, 2007, Commercial Blast Cleaning

The Society for Protective Coatings (SSPC)/NACE International (NACE) Joint Surface
Preparabn Standard SSRSP 7/NACE No. 4, 2007, Brugbff Blast Cleaning
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The Society for Protective Coatings (SSPC)/NACE International (NACE) Joint Surface
Preparation Standard SSISP 7/NACE No. 4, 2007, Brugbff Blast Cleaning,
Recommended Guidelines for Evating Flash Rust

The Society for Protective Coatings (SSPC)/NACE International (NACE), Joint Surface
Preparation Standard SSISP 10/NACE No. 2, 2007, Ne&lvhite Blast Cleaning

The Society for Protective Coatings (SSPC) Surface Preparation Specificatibh (85PESP
11), 208, Power Tool Cleaning to Bare Metal

The Society for Protective Coatings (SSPC)/NACE International (NACE) Joint Surface
Preparation Standard SSIBP 14/NACE No. 8, 2007, Industrial Blast Cleaning

The Society for Protective CoatingsS[8C) Surface Preparation Specification No.15 (SSPC
15), 208, Commercial Grade Power Tool Cleaning

The Society for Protective Coatings (SSPC) Surface Preparation Specification No. 165SSPC
16), 2010, BrustOff Blast Cleaning of Coated and Uncoatedv@nized Steel, Stainless
Steels, and Noefrerrous Metals

The Society for Protective Coatings (SSPC)/NACE International (NACE) Joint Surface
Preparation Standard SSIS® WJ1/NACE WJ1, 2077, WaterJet Cleaning of Metals
Clean to Bare Substrate

The Socigf for Protective Coatings (SSPC)/NACE International (NACE) Joint Surface
Preparation Standard SSIBP WJ2/NACE WJ2, 2017, WaterJet Cleaning of Metals
Very Thorough Cleaning

The Society for Protective Coatings (SSPC)/NACE International (NACE) Joifacsur
Preparation Standard SSIBP WJ3/NACE WJ3, 2017, WaterJet Cleaning of Metals
Thorough Cleaning

The Society for Protective Coatings (SSPC)/NACE International (NACE) Joint Surface
Preparation Standard SSISE WJ4/NACE W34, 2077, WaterJet Cleanig of Metalsi
Light Cleaning

The Society for Protective Coatings (SSPC) VIS 1, 2002, Guide and Reference Photographs for
Steel Surfaces Prepared by Dry Abrasive Blast Cleaning

The Society for Protective Coatings (SSPC) VIS 3, 2004, Guide and ReferenagrBpilas for
Steel Surfaces Prepared by Power and Hand Tool Cleaning

The Society for Protective Coatin@SSPQ/NACE International (NACE) Joint Standard VIS 4
INACE VIS 7, 2001, Guide and Reference Photographs for Steel Surfaces Prepared by
WaterJetting

The Society for Protective CoatinSSPC)NACE International (NACE) Joint Standard VIS 5
INACE VIS 9, 2001, Guide and Reference Photographs for Steel Surfaces Prepared by Wet
Abrasive Blast Cleaning (SSPEP 6/NACE No. 3) and Nea¥hite Blast Cleaning (SSRC
SP 10/NACE No. 2).

The Society for Protective Coatings (SSPC) QP 1228tandard Procedure for Evaluating
Painting Contractors (Field Application to Complex Industrial Structures)

The Society for Protective Coatings (SSPC) Paint Application GuideIN@OD8, Protecting
Edges, Crevices, and Irregular Steel Surfaces by Stripe Coating
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3. REQUIREMENTS

3.1 Preservatiomequirements general The Contractoshallabide by the requirements, contained herein,
in addition to all other requirements that arecdfjd in individual work items in the specification package,
for all work involving surface preparation and coating application

3.1.1 Authorizedcoatingsystems Whenguidancdor surfacepreparatiorandcoatingapplicationtasksis not
providedin awork item, standardpecificationor anyotherformsof contractdocumentthe Contractorshall
selectapplicablesurfacepreparatiormethodsandcoatingsystemdor exteriorand interior shipboardsurfacesn
accordancevith AppendixA (CutterandBoatExteriorPaintingSystems)andAppendixB (CutterandBoat
Interior PaintingSystems)respectivelyln addition,selecti O p tI'i systemsasapplicablefromtheabove
mentionedappendicesjnlessotherwisedesignatedby the ContractingOfficer (KO).

3.1.1.1 Brandnameandcolor complianceEnsurethatall contractoffurnishedcoatingsandselectedcolors,
arein conformancevith AppendixC (AuthorizedCoatingsor Useon CuttersandBoats)andthe Coatingsand
ColorManual, COMDTINST M10360.3(series) Chapter5, Cutter andBoat Colors Exteriorandinterior,
respectively,unlessawaiverhasbeengrantedin writing) by the KO, or otherwise expresslyspecifiedn a
work item.

NOTE

New construction requirements for prevention of corrosion and coatings
preservation on CGvessels can be found in Appendix D.

3.1.1.2 MaterialreceiptconformanceEnsureghatall procuredcoatingrelatedmaterialsaredeliveredio the
job sitein originalandunopenedaontainerswith thefollowing information/documentation

M Productmanuf amdama.r er 6 s
P r o d wameodnsimber.
Batchnumber.

Dateof manufacture.

Shelflife.

Productdatasheetor ASTM F718sheet.
Material SafetyDataShee{MSDS).
Certificateof CompliancgCOC).

=A =4 =4 4 -4 -8 =4

3.1.1.3 Documentsubmission

3.1.1.3.1 Forall work involving coatingspreservationersurethe following documentationbrokenout by
work item, is submittedto the ContractingO f f i Represénsativ€COR) at the Arrival Conferencefor each
coatingsystemintendedo beapplied:

 Brandname.

Color.

Intendedmil(s) thickness.

Time betweercoats.

Intendedinal curetime prior to immersionor full dutyrating,asapplicable.

= =4 =4 =4
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3.1.1.3.2For all work involving coatingspreservationsubmitall productdatasheetsMSDS,andCOC to
the COR, prior to commencemerdf work.

3.1.1.3.3Forpreservatiorof i Cr i-dodtedsau r f aubmitthécompletedQA inspectiorforms(QA-1
throughQA-5) providedin AppendixE, asspecifiedin SFLC Std Spec0000.

3.1.1.4 Material storagehandling,mixing, andapplication Observeall coatingma nuf act ur er s 6
recommendegroceduresaswell asthe goodpaintingpracticerecommendationsutlinedin SSPCPA 1,
for all aspectsnvolving storagehandling,mixing, andapplicationof paintmaterials.

3.1.2 Personnehealthandsafety complianceln additionto the safetyrequirementspecified in paragraph
3.3.1(Personnetafetyandpropertyprotection- general)of SFLC Standar&pecification0000, observeall
personnesafetyprotectivemeasurespplicableto surfacepreparatiorandapplicationof marinecoatingsas
specifiedin thecoatigma n u f a @roductdatasbestandMSDS.

3.1.3 Substrateeontaminatiorprevention Takeextremecareto preventcontaminatiorof preparedsurfaces
by materialspersonnelandequipment The Contractorshallprovideanyrequiredmaterial andequipment
(such asdisposabldootcovers disposableoveralls,anddisposablaloves)to CG personnetonducting
coatingpreservatiorinspectiongo safeguardhe substratérom contamination.

3.1.4 Ambientconditionparameters Ensurehatthefollowing ambientconditionparameterare strictly
adheredo, asapplicableunlessotherwiseallowedby particularcoatingsystemmanufacturers:

1 Coatingmaterialsmustbe maintainecat atemperature@angeof 65°F to 85°F, atall times.

1  Work surfaceandsurroundingemperaturenug be betweerb0°F and90°F, for waterthinned
coatingsand35°F and95°F forothercoatings.

1 Coatingsmustnot beappliedwhenthetemperaturés expectedo drop belowfreezingor below
theminimumcuretemperaturef the appliedcoatingbeforethe coatngscure.

1 Relativehumidity mustbelessthanor equalto 50 percenffor confinedspacesuchas forepeak
compartmentganks,andvoids; andnot morethan85 percenfor all otheropen areas.

1 Coatingsshallonly be appliedonly whensurfacesarecompletey dry, andsurface temperature
is atleast5°F abovethe dewpoint.

NOTE

Someauthorized coatings for example,the Bilge Epoxy Coating Systembisted in
Appendix C - haveno dew point restrictions, consequently theymay be
applied atrelative humidity between10and 100percent.

3.1.5 Tentingand ambientondition contral

3.1.5.1 Whentheambientconditionparametersecessarjor full paintcureor to meetenvironmental
conditionsasrequiredin paragrapl8.1.4(Ambientconditionparameters);annotbe met, provide the
following, atno additionalcostto the Government:

1 Suitabletenting,asapplicablefor exteriorsurfacepreservation.

1 Suitableambientconditioncontrolequipmentwhich mayinclude,but not belimited to the
belowlisted,to createandmaintainambientconditionsrecommendedy thecoatings y st e mé s
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manufacturerandfacilitate successfutoatingapplicationandcuring.
AC system.

Heaters.

Blowers.

Dehumidifiers.

= =4 =4 =4

3.1.5.2 Submitanambientconditioncontrol planto the COR within24 hoursprior to initiating ambient
conditioncontrol process

3.1.6 Presurfacepreparatiomequirements Prior to beginningall surfacepreparatiorprocedures,
accomplistthefollowing tasks:

3.1.6.1 Compressed aaleanlinesgheck Checkthecleanlinessndsuitability of thecompressedir for all
blastingoperationsin accordancavith ASTM D4285,at thefollowing instancesandwhenrequestedby the
CoastGuardinspector:

9 Priorto thestartof blastingoperations.

1 Whenblastingoperationsavebeensuspendeébr a periodof time thatwould permita
temperaturehangeof the compressedir anddrier systems.

1  Whenanequipmenmalfunctionor improperperformances suspected.

3.1.6.2 Coupontest In orderto ensuregproductionof requiredsurfaceprofile, the Contractorshall
accomplistthefollowing taskswheneveiabrasiveblastingis requiredin awork item:

3.1.6.2.1 Conducta performanceeston all abrasiveblastingoperationson a Contractosprovidedtest
coupon prior to startingabrasiveblastingoperationonthevessel. Usea newmetalplate,of thesame
metaltype andmaterialpropertiesastheareato beblasted steelor aluminumplate,asapplicable.For steel
platesthe newplateshallhavethe mill scaleintactandtheplatewill bein aRustGradefi A @ondition,per
the SSPCVIS 1 visualstardardcards. No existinganchorprofile, otherthanthe surface irregularitiesfrom
the manufacturingprocessarepermittedon thetestcoupon. Thetestcouponshallbe flat, with nothing
weldedto the sideusedfor the anchorprofile test, nathinnerthana 1/8-inch plateand measuringho smaller
thanl-foot by 1-foot. Thetestcouponshallbe affixed soasto not permitexcessivemovemenduringthe
performanceest.

CAUTION

Do not affix the coupon to the vessel nor shall the blast media from the
performance test strike the vessel during the test.

3.1.6.2.2 Ensurethattheabrasiveblastingoperatiorteston thetestcouponis with thevery samesetup that
will beusedto blastthevessel. The setupshallinclude,butno belimited to:

1 Theabrasivemediato beused(materialandmediasize)
1 Nozzlesizeandtype (straightbore,high velocitynozzle,anglen o z z | e €)
91 Deliveryrateandpressuresettings.

Blasta onesquarefoot areaon onesideof thetestcouponto the abrasivesurfacepreparationstandard
specifiedin theapplicablework itemandperformananchorprofile testof the blastedsurfacein accordance
with ASTM D4417,methodB or C. Notify the CORin advanceof the abrasiveblasting operatiortest,to
permitthewitnessingof thetestby appropriateCoastGuad personnelSubmita ConditionFoundReport
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(CFR)documentingheresultsof the abrasiveblastingoperatiortest. CFRshall includeataminimum,the
following:

Areaof thevessefor which the verified setupis applicable.
Theabrasivemediause.

Thenozzlesizeandtype

Thedeliveryrateandpressure
Thetestcouponstartingpropertiedmaterialtype andsurfaceconditions).
Theresultantanchorprofile readingdrom thetest.

NOTES

1. Ultra-high pressure waterjetting does not create an anchor pro#l and is
exempt from the anchor profile test coupon check.

= =4 =4 =4 4 A

2. The reverse side of the test coupon may be used for the subsequent test,
provided that the conditions in paragraph 3.1.6.2 (Coupon test) are met.

3.1.6.2.3Repeatheabrasiveblastingoperationtestin thefollowing instances:
1 Thesetupasdefinedin paragrapt8.1.6.2.2js changed

1 Theresultanianchorprofile readingsobserven the vesselareoutsidethe specifiedanchor
profile range

1 Mediais changedrom MIL -A-22262to CID A-A-593160r vice versa

1 Thesupplierof theabrasiveblastingmediachangestegardles# the newsourcefor the media
hasthe samespecifications

1 Whendirectedby the COR

NOTE

A performance test of the abrasive blasting operations on a test coupon and
measuring the anchor profileprior to performing the operation on the cultter,
in order to confirm that the anchor profile range that the operation is going to
produce. An abrasive blasting operation test is prudent, as there are enough
variables in the equipment setup and media propées that the resulting
anchor profiles from one contractor to the next vary significantly.

3.1.6.3 Weld splatteremoval Removeall existingweld splatterusinga chippinghammer spudbar,
scraperpr grinderasapplicable.

3.1.6.4 Surfacecontaminantemoval Ensurethatwaterin all surfacepreparatiortasks,ncludingpre-
surfacepreparatiorwashandwaterjettingis of sufficientpurity andquality thatit doesnot preventthe
surfacebeingcleanedrom achievingthe requireddegreeof surfacecleanlines®r nonvisible
contaminatiorcriteria. Ensurethat surfacepreparatiorwaterdoesnot containsediment®r other impurities
thataredestructiveto theproperfunctioningof the cleaningequipment.

3.1.6.4.1 Performa low-pressurédmaximum5,000psi) freshwaterwashdown of the surfacesto remove all
existingsurfacecontaminantsuchasseasalts,greaseandoil (hydrocarbons)poserust,mudand marine
growth,asapplicableandachievethe cleanlinessequirement®f SSPCSP1. (Do notexceed2400psifor
Foul ReleaseCoatings.)JUsevacuunto removestandingwvaterfollowed by anadequateperiodof time to
allow thesurfaceto dry prior to surfacepreparation.
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3.1.6.4.2Whenfreshwaterwashis not possibleor practical removesurfacecontaminant®y oneor a
combinationof solventcleaningmethodsn accordancavith SSPCSP1.

3.1.6.5 Preconstructioprimers Also knownasshopprimers,preconstructiomprimersareusedasa
temporarycoatingto protectsteelfrom corrosionduringwelding, storageandfabrication.Preconsuction
primersshallberemovedprior to applyingthe permanentoatingsystenon allcritical coatedsurfaces.
Preconstructioprimersmay be left inplacein otherinterior areagsuchasmachineryspaceshabitability
spacesetc.)if theyareintact,uncontaminatecandcompatiblewith the overcoatingsystem.

3.1.7Substraterofile measurementsduringandpostsurfacepreparation

3.1.7.1During surfacepreparatiorby abrasiveblastingor waterjetting operationsspotcheckthe existing
anchormprofile onceper 500squardeet,in orderto 'project'the needto manageheexcessiveanchorinspect
for bothexcessivaandinsufficientanchorprofiles. Whenthe Contractorelectsto preparea substratdoy
waterjetting, the Contractorshallinspectthe substratdor areaof insufficientor excessiveanchorprofile,
bothvisually and inaccordancevith ASTM D4417,MethodB or C. SubmitaCFR detailinghelocation,
squardootage measurednchorprofiles,andthe anchormprofile rangerequiredfor the applicablecoaing
system.

3.1.7.2After completionof surfacepreparationmeasurehe profile of theresultantbaresurfacesin
accordancevith ASTM D4417,MethodB or C.

3.1.8Additional postsurfacepreparatiorrequirements

3.1.8.1Surfacecleanlines®valuationi visualstandards In the presencef the CG Inspectoryerify the
resultansurfacecleanlinesdevel, in accordancevith thetextsof the specifiedsurfacepreparation standard
in conjunctionwith associatedisual/pictorialguide,aslistedin Table1 (SurfacePreparationVisual
Guides).

TABLE 1- SURFACE PREPARATION VISUAL GUIDES

SURFACE PREPARATION STANDARD VISUAL GUIDE

Dry-abrasiveblastcleaning:SSPGCSP 5/NACE Nol SSPGVIS 1
SSPGSP 6/NACE No3 SSPGSP 7/NACE No4 SSPC
SP 10/NACE No2 SSPGSP 14/NACENo. 8

Wet-abrasivéblastcleaning: SSPCSP 6/NACE No3 SSPGVIS5/NACEVIS 9
SSPGSP 10/NACENo. 2

HandTool Cleaning:SSPCSP2. PowerTool Cleaning: SSPCVIS 3
SSPCGSP3
SSPCSP11
SSPCSP15
WaterJetting: SSPCVIS 4/INACEVIS 7

SSPCSP WJ1/NACE W31 SSPCSP WJ2/NACE W32 (Still applicable althoughit doesnot
SSPCSP WJ3/NACE WJ3 SSPCSP WJ34/NACE W34 reflect latestwaterjetting standards)

3.1.8.2 Debrisremovalanddisposal Completelyremoveall dustandresiduegrom the preparedurfaces
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by vacuuming.Do notbrushor blow downthe surfacego removedustandresidues.Disposeof generated
wastesn accordancwvith all applicabld=ederalstate andlocal regulations.

3.1.8.3 Surfaceprofile measurementd/easurehe profile of theresultanbaresurfacesin accadance with
ASTM D4417 MethodB or C.

3.1.8.4 Soluble saltonductivitymeasurementdleasureanddocumentonductivitydueto solublesalts,
randomlyoverthe preparedurfacegtake5 measurementveryl,000squardeetor five total
measurement®r surfacedessthanl,000squardeet),usinga suitablesurfacecontaminatioranalysis
equipmentjn accordanceavith ISO85029.

3.1.8.5 Solublesaltremoval If saltconductivitymeasurementsxceedherespectiveraluesin Table2
(SolubleSaltMaximumConductivityThreshold) accomplistthefollowing:

T

T

For surfaces prepared by abradblasting, wash the affected areas with fresh water, with a
maximum of 5,000 psi.

Remove all standing water, dry, and retest the affected areas. Repeatasitemd retest
until satisfatory levels are obtained.

NOTE

De-ionized water shall be used in cases where available fresh water has
excessive chloride/chlorine content. A CFR will need to be submitted and
approved, prior to using said water.

For surfaces prepared by wajetting, resime watejetting of affected areas. Remove all
standing water, dry, and retest the affected areas. Resumgettaigrand retest until
satisfactory levels are obtained.

For power tookleaned surfaces, circle affected areas and perform spot solverimnglea
followed by retest. Repeat spot solvent cleaning and retest until satisfactory results are
obtained.

For power tookleaned surfaces not practical for spot cleaning method, water wash said
surfaces with copious amounts of fresh water, using hand banah. Remove all standing

water and dry the affected areas. Remove all flash rusting, if any, caused by the water wash
by disk sanding affected areas with a #36 disk. Perform an-S®PLsolvent wipe on all

sanded areas and retest. Repeat necessasyustidsatisfactory levels are obtained.

TABLE 2-SOLUBLE SALT MAXIMUM CONDUCTIVITY THRESHOLD

SURFACES CONDUCTIVITY
(microsiemens/cm)
Submerged 30
Non-Submerged 70

3.1.8.6 Hydrocarborsubstanceemoval Removeall greaseandoil surfacecontaminant®y oneor a
combinationof solventcleaningmethodsn accordanceiith SSPCSP1.
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NOTE

An ultraviolet light source may be used to detect the presence of

hydrocarbons; however, for proper detection, artificial lights must be off for
interior spaces, and the inspeadbn must be conducted during darkness for

surfaces exposed to sunlight. When hydrocarbons are present, the

hydrocarbons will fluoresce as bright green, lime green, or blue/violet on the

surface.

be preparedndcoatedeforeflashrusting/surfac@xidationoccurs. If flashrustingor oxidation
doesoccurbeforeprimercoatapplication ensurehefollowing:

1 Forsurfacegpreparedy waterjetting, therustmustbetight andadherentandnotexceedhe
A W2 / (Very Thoroughor SubstantiaCleaning Light FlashRusting)or i WA2 / NMery
Thoroughor SubstantiaCleaning ModerateFlashRusting)requirementsspecifiedin

AppendixA or B, in accordancevith SSPCVIS 4/NACE No.7
1 A wipe test may be usad accordance witiNational Shipbuilding Research Program Surface

Preparation and Coatings Panel (NSRP3gRecommended Guitiees for Evaluating Flash

Rust in lieu of VIS 4/NACE No. 7only if a letter dapprovalfor the specific work to be
accomplisheds supplied from the coating manufacturer.

1 Forsurfacegpreparedy methodsotherthanwaterjetting, therustor oxidationmustbe
completelyremovedby abrasivesweepingor mechanicatleaning.

3.1.9 Useof contrastingcolors Ensurethatall coatsin multi-coatsystemsincludingstripecoatsare

appliedin contrastingolors.

3.1.10 Coatinginspection Inspecteachappliedpaint coatto ensurethat thereare no misses skips, runs,
sags,oversprayunderspray,dry spray,or othervisible paintdefectsthat will affectthe performanceof the

coatingsystemRepairall defects.

3.1.11 Stripecoatapplication

3.1.11.1 After eachprimercoathassufficiently curedfor overcoatingapplyanun-thinnedcoatof the same
primercoaing overall weld seamsedgesandothersurfacesvith complexgeometricshape$ including,

but notlimited to Foot/hand holds (includingaccessiblareas, suchsbacksideof piping, undesideof |-

beams), and othenountinghardwargnonflat surfacethefollowing featuresn freeboardsuperstructure,

underwatebody,and main deckurfacesasapplicable:

T

=A =4 =4 =4 -4 4 -4 4 -9

Bulwarks.

Ladder rungs.

Port lights.
Doubler plates.
Hawse piping.
Spray rails.

Rub rails.

Chocks and cleats.

Deck machinery and fittings.

Hullmar ki ngs (i

dr aft

mar Ki

ng,

e mb |

em

2020

10

6310

ocat



SFLC STANDARD SPECIFICATION 6310

1 Vents and overboard discharges.
1 Stiffeners, supports, and brackets.
9 Detacouples.

3.1.11.2 Apply stripecoatingat 3 to 4 mils wetfilm thicknes{WFT), ensuringhatthe coating encompasses
all edgesaswell asatleastoneinch borderoutsideeachedge andis neatin appearanceMinimize extra
thicknessappliedto edgesaswell asstreaksanddropsof paint.

3.1.11.3 For multi-coatsystemswith inorganiczinc asthe primercoat,applythe stripecoatfollowing the
mist coatapplicationusingthe samecoatingusedfor the mist coat.

3.1.12 Antifouling coatingfreeboard/U/M\Body interface In orderto preventcorrosionandcoating
delaminatioratthefreeboardU/W bodyinterface ensurehefollowing measurearetaken wherboththe
freeboardandunderwatebodysurfacesarebeing100%preservedseeFigure1):

3.1.12.1 Apply the FreeboardinticorrosiveSystem(FB AC SYS)downwardto thetop of the boottopping.
TheFB AC SYSconsiss of: 1) singlecoat of Zinc-Rich Primer,2) onecoé of Zinc-Rich Primerand one
coatof EpoxyPrimer/Midcoator 3) two coatsof EpoxyPrimer/Midcoatdependingnthe specifiedtopside
coatingsystem.

3.1.12.2 Apply thefirst coatof the UnderwateiBody/Boottop AnticorrosiveEpoxy (UWB AC1) over the
FB AC SYSsothatit overlapsby approximately3-4 inches.

3.1.12.3 Apply the Freeboard opcoatSystem(FB TC SYS)downwardoverthe UWB AC1 sothatit
overlapsby approximately3-4 inchesto the top of the boebpping TheFB TC SYS consis of oneor two
coatsof Polysiloxaneor Silicone Alkyd dependingn the specifiedtopsidecoatingsystem.

3.1.12.4 Apply theseconccoatof the UnderwateBody/Boottop AnticorrosiveEpoxy (UWB AC2) sothat
it endsat the specifiedtop of the boottoppingand meets the FB TC SYS

3.1.12.5 Apply the UndewaterBody/Boottop Antifouling CoatingSystem(UWB AF SYS)overthe UWB
AC?2 sothatit endsatthe specifiedtop of the boottopping.The UWB AF SYS consistof oneor morecoats
of antifoulingcoatingasrequiredby the specifiedantifoulingcoating sysem.DO NOT applyantifouling
coatingsBETWEENthefreeboardor underwatebody anticorrosivecoatings.
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BOOT-TOP ANTI-FOULANT SYSTEM INTERFACE WITH FREEBOARD COATING SYSTEM

COMMON PRACTICE REQUIREMENT
FlE
S |8|8 S
AlT
u (Al U
B 3]s B
S |¥|Y AREA PRONE S
AREA PRONE T 4318 v TO DELAMINATION T
TO CORROSION R, B R T
A |wlw| a A w
T |8|8| F T 2
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FIGURE 1. ANTIFOULING COATING FREEBOARD /U/W HULL INTERFACE
NOTE

|l mage to the |l eft | abeled ACOMMON |[PRACTI CEO i
Coatings must be applied to match image on the right labeled
AREQUI REMENTO (see 3.1.12)

3.1.13 Touchupsandminor coatingrepairs Whenperformingtouchupsor minor coatingrepairs, adhere
to thefollowing guidelines:

1 Each area identified for toualp preserationshallinclude the area itsetéind at least an
additional three inches adjacent to the area to be painted inchltattached framing,
stiffeners, brackets, mounting plates/frames, pad eyes, ducting, piping, equipment support,
etc., as applicable.

1 The total area designatetallaccount for the threech boundary segment wherein the
repair is faired into the surrounding intact coating system.

3.1.13.1 Preparesurfacesn which mechanicalamageextendsnto the substrateo baremetalin
accordancevith SSPCSP11 providinga minimum1.0 mil anchomatternusingsuitabletoolslistedin
SSPCSP11. Feathesurroundingntact coatinginto the preparedareaso createa smoothtransition. Intact
coatingsareconsidereddherentf theycannotberemovedby lifting with adull putty knife. Roughenrall
paintedsurfacesto providea suitablesurfaceprofile.

3.1.13.2 Abradeareasvhereprimercoatis exposedvith 100-grit paperandfeatherbackto firm edgeof
existingtopcoatffinish.

3.1.13.3 Performsolventcleaningof all surfacesin accordancaith SSPCSP1.

3.1.13.4 Apply coatings using aamdbrush,roller, or in largerareasairlessspray,to matchexistingadjacent
areas.

3.1.13.5 Substituteepoxy ororganiczinc primersfor inorganiczinc primers,whenavailable as a coating
sysem option for steel surfaces.
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3.1.14 OvercoatingcautionsSt r i ct |y abi de by coating system mani
proper intercoat adhesion, when performing overcoating, to ensure the following:

1 Overcoating window is not exceeded.
1 Undercoang system is properly prepared, when overcoating window is exceeded.

1 Rules for tiecoat application or tacky undercoating are followed, when overcoating an
existing coating with a topoating of different chemistry (e.g.: overcoating inorganic zinc
with epoxy, or overcoating epoxy with antifouling tapating).

3.1.15 Coatingsystentests In additionto the coatinginspectiorrequirementspecifiedn paragraph
3.1.10 (Coatinginspection)testeachappliedcoatat randomlocations usingthetestmethodsspecfied in
Table3 - CoatingTestMethods.
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TABLE 3- COATING TEST METHODS

TEST INSTRUMENT SPECIAL INSTRUCTIONS
Wet Film Thickness (WFT) Conventional Notch Type/with Refer to ASTM D4414.
iteethodo WFT
Dry Film Thickness (DFT) Magnetic or Eddy Current Gge | Refer to SSPPA 2, for ferrous metal
base; and ASTM D 7091, for nen
ferrous metal base.

*Pinhole/Holiday Detection Low Voltage Holiday Detector Refer to ASTM D5162.
**pyll -off Strength of Coatings Portable Adhesion Testers Refer to ASTM D4541.
*Pri mer coat only (except for i nooagtaemd cs wrifnaceogd.mer coat), for

**Primer and second coats for all tank and void coatings conforming to MIl-PRF-23236, and primer coats only for all other
Afcri-to@taéd surfaceso.

3.1.16 Ventilationrequrementgor confined spacesDuring preservatiomf confinedspacegconfined
spacesuchasForepealCompartmentsyoids,t a n k enéujehattheventilationequipmentasrequired

in paragrapl8.3.1.1 (Temporaryventilation)of SFLC StandardSpecificaton 0000arein placeand
operatingprior to the startof surfacepreparationto createonecompleteair changeeveryfour hours. Use

i n e x h a(negativiepressuranode)ventilationwhenthe ventilationtrunk(s)run throughinterior
compartmentintendal for normalhumanoccupatiorsuchasberthingareaspassagewaysnd workspaces.
In addition,ensurghefollowing:

1 Ventilation system remains in place and energized during the application of the coating
system, from the initial coating application thgbuthe final coating application and cure.

1 Ventilation ductworkshallbe placed at the bottom most location where vapors will
accumulate in pockets and a complete exhaust of solvent vapors is achieved.

CAUTION'!!

Failure to maintain proper ventilation in enclosed spaces during preservation
may result in solvent entrapment, which then may lead to delay in coating
final cure or outright failure of coating to cure.

3.1.17 Critical drying time requirements Ensurethatall coatingsystencuretimes(includingfor touch
up preservationarein accordancgith manufacturer'secommendatiofor intendedservice.

3.1.17.1 Potableandfeedwatertanksystems For potableandfeedwatertanks,ensurghatthecoating

ma n u f a ¢ethnicalguidénses followed - to includebutnotlimited to: ventilationrequirements,
applicationtemperatureghru coattimes,final curetimes,andholdtime beforeplacingtankinto immersion
service. If ventilationrequirementsirenot providedby the coatingmanufacturerthe ventilation
requirematsin paragrapt8.1.16 (Ventilationrequirement$or confinedspaceshallbethe minimum
requirementsThe Contractorshall maintainandrecordtanktemperatureduringthe applicationof the
coatingsystemfrom initial coatto thefinal cure,applyingheatasrequired. Ensurethat ventilationis
maintainedromfinal curethruthe minimumholdtime beforeplacingthetankbackin service Fortouchup
preservationabideby thecoatingma n u f a cecommendabosar observehe following curing
requrements whicheveris morestringent:

1 24 hours between coats and 24 hours (&) if the largest single touelp area is less than
one square foot, and the cumulative total teupltarea is less than four square feet.
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24 hours between coats and 48 hq@s77F), if the largest single area is between one and
two square feet, and the cumulative total teupharea is less than ten square feet.

24 hours between coats and minimum seven full days (®),47 any single area is greater

than two square feet.

3.1.17.2 Underwateibody antifouling systemsFor underwatebodyantifoulingsystemsensurghatthe
paintmanufacturer'smninimumcuringtime is metbeforethe vesseis re-floated.

CAUTIONS

lHard cure times or cure ti me ptedi o

systemdo shall be met as published
No early undocking or relaxation of these published requirements is
permitted without prior approval from the KO. Coating system
manufacturer 6s Sal e stivesmayhet relaxthiesea |
requirements. Painting and curing of all tank coating systems (except for
tanks that are inboard and not touching the skin of the vessel (side and/or
bottom) shall occur while the cutter is out of the water.

2. CAPAC systems shh not be energized until full cure of all underwater
paint systems has occurred.

-

on

t

O I mmer s

t

he Proc

Represent

3.2 Preservatiomplan TheContractorshallsubmitafl Pr e s eR |vafPiPlitothaCORatthearrival

conferenceto allow for reviewof all work itemspertainingto the presevation of the vessel At a minimum,
PPshallincludethefollowing andbebrokendown by work item:

Coatings to be appliedlisted by manufacturer and product identification numbers

T

=A =4 =4 -4 =4

T
1

Target wet and dry film thickness values

Authorized reducers/solveritancluding maximum percent by volume for reducers/solvents

Colors bySAE AMS-STD-595 color number
Application method for each coat

Application pressure and nozzle s
sheet(s)

i ze

require|

Minimum recoat windows fioapplying subsequent coats, maximum recoat windows to apply

subsequent coats adjusted for anticipated temperatures

Any special instructions or environmental limits listed by the coating manufacturer

Intended final cure times prior to immersion or fullydtdting (as applicable).

3.3 Alternative/optionatoatingsystemsThe Contractorshall be awarethatthe belowlisted

alternative/optionatoatingsystemsareauthorizedor use orcuttersandboats. The Contractormay, via
submissiorof a CFR, proposethe useof thesesystemsas asubstituteor supplementor standardsystems,
asapplicablewhenthereis a costsavingsor performancédenefit.

)l
1
)l

Powder coatings.
Corrosion inhibitive thermoplastics.
Thermadiffusion zinc coatings.

3.3.1 PowdercoatingsIf a ChangeRequestor the useof powdercoatinghasbeenauthorizedand released,

or is requiredin awork item, the Contractorshallaccomplishthefollowing:
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3.3.1.1 SurfacepreparationAbrasiveblastthe designate@quipmenbr component(sjoafh Wh iMetad

BlastClea n i stapdardio provideananchorprofile of 1.5-2.5mils, in accordancevith SSPCSP

5/NACE No.1.

3.3.1.2 Coatingapplication Coatthe preparedsurfacesvith a suitablepowdercoating in accordancewith

ma n u f a dnstuationgSélectthe applicablesystem,as petthefollowing recommendations:
1 MIL-PRFR24712, Type IV (Polyester TGIC) coatingor exterior applications.
1 MIL-PRF24712, Type | (Epoxy) coatinggor dry interior applications.
1 MIL-PRFR23236, Type VIl coatingsfor wet or immersion intéor applications.

TABLE 4 - CANDIDATE POWDER COATING APPLICATIONS

Anchors

Fire HoseRacks Fire Extinguisher
Holders

OverheadPanels

BattleHelmets First Aid Boxes Padeyes

BoatBooms FoundationsAFFF/PKP PerforatedPlatesfor Hull
OpeningsandTankEntries

Brackets FuelOil Spill Kit Boxes Piping,Interior/Exterior

BunksandFixtures

Furniture:File Cabinets

SeaChestStrainers

Chains: Safety Anchor/Links GunMountsandHardware SealransferfEquipment

Chocks HandRailings S h i @ofmmunication
Spe&erBoxes

ControlPanels HatchesScuttles Signalingequipment

DamageControlEquipment:
FlashlightHolders BattleLanterns
Pump Storage Units

HeadFacilities: MedicineCabinets,
Towel Racks Partitions,Doors,
Blow Dryers

Signs: Refueling,Damage
Contol, Medical,Directional

DeckGratings*

InstrumenConsoles

SoundPoweredlelephone
ReceiveHolders

DeckHardware: RefuelingGear,
PortableBooms,Underway
ReplenishmerEquipment

JunctiorBoxes

SparePartsStoredin Free
Floods

DeckLight CoversandDeflectors Ladders:Interior/Exterior,Railing Stanchions
andRelatecHardware
DieselMotor Covers LanternMounts StretchersStrokes

Doors: WatertightandPartition

Light Fixtures: Interior/Exterior

S wi mm®afetylsne Reels
andBases

Drip Pans

Line ReelsandCableReels

TankCovers

ElectricalCabinets

Lockers: Ammunition,Pyrotechnic,
Clothing

Tool Boxes

ElectricalMotor Housings

LubeOil Strainers

Ventilation: FixedSectional
andScreens

ExteriorTurnbucklegLifeline)

MessDeckFurniture

Weapois HandlingEquipment

Fasteners

Metal Shoring

*Note: A non-ferrous, inert abrasive should be added to the powder coating for deck gratings to provide slip resistance.
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NOTES

1. Powder coating is authorized for use on exterior topside or interior
applications where traditional liquid applied coating systems are difficult to
maintain due to a severely corrosive environment, high wear, or abrasioft.
should be noted that powder coatings are subject to chipping damage from
mechanical impact.lt can be difficult to repair this damage with traditional
liquid coatings and achieve satisfactory cosmetic resultBowder coatings are
usually applied by electrostatic spray or fluidized bedThe final step in the
process involves heating in an oven at temperatures thaary, but generally
range from 2250F to 3500FThe need for an oven limits the application to
items that can be removed from the cutter or boat, withstand the high cure
temperatures, and sizes that can be fitted in the available oven.

2. Table 4providesa sample list of items that are candidates for the
application of powder coatings.

3.3.2 Corrosioninhibitive thermoplastics If a ChangeRequestor the useof corrosioninhibitive
thermoplastichasbeenauthorizedandreleasedor is requiredin awork item, the Contractorshall coat
designate@quipmenbr component(syvith suitableCorrosioninhibitive Thermoplasticsn accordance

with AppendixC of this StandardSpecificationjn accordancevith thesysterma nuf act ur er 6 s
recommendations.

NOTE

Corrosion Inhibitive Thermoplastics are coatings impregnated with corrosion
resistant oils that become sprayable liquids at higher temperatures
(approximately greater than 300°F) and then set at ambient temperatures.
Corrosion Inhibitive Thermoplastics are authorized for any topside
applications such as flanges or valves where there is a requirement for easy
removal and accessAdhesion of the Corrosion Inhibitive Thermoplastics is
dependent on attaching to physical features, i.e., the underside of bolt heads
or wrapping around a flange, rather than bonding to the surface because of
the impregnating oils.Use the same color for the Corrosion Inhibitive
Thermoplastic as the area that it is protecting with the exception of white
where a spar color should be used insteaduthorization is limited to exterior
use.

3.3.3 ThermaDiffusion zinc coatings If a ChangeRequestor the useof thermadiffusion zinc coatings
hasbeenauthorizedcandreleasedor is requiredin awork item, the Contractorshallcoatdesignated
equipmenbr component(syvith asuitablethermadiffusion zinc coating,conformingto ASTM A1059.
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NOTE

Thermo-diffusion zinc coatings (Standard Specification for Zinc Alloy
Thermo-Diffusion Coatings on Steel Fasteners, Hardware, and Other
Productsi ASTM A1059/A1059M) are authorized as a substitute for
electrodeposited and hodip galvanized zinc coatings (Standard Specification
for Electrodeposited Coatings of Zinc on Iron and Steel ASTM B633 and
Standard Specification for Zinc Coating (HotDip) on Iron and Steel
Hardware 1 ASTM A153/A153M, respectively.)ltems with the applied
thermo-diffusion zinc coating have been shown to provide a longer service lif
than electrodeposited or hotdip galvanized parts which will reduce lifecycle
costs.Thermo-diffusion zinc coaings shall not be used to replace inherently
corrosion-resistant alloys, such as stainless steel or mon€his authorization

is limited to application on steels having a basmetal strength <150 ksi-The
thermo-diffusion zinc coating process can only besgd for higher strength
metals such as Grade3 steel with specific approval from Commandant (CG
45). The thermadiffusion zinc coating shall not be applied to items that will
be welded after the coating is appliedBecause the thermaliffusion zinc
coating process involves heating of parts to 700 degrees F, all Aotetallic
materials (e.g., gaskets, @ings, etc.) must be removed before coating.
Consideration must be given to impact on fit when thermaliffusion zinc
coatings are applied

1)
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APPENDIX A

CUTTER & BOAT EXTERIOR PAINTING SYSTEMS

Al. SCOPE

Al.l Intent Thisstandardpecificationdescribegherequiredcoatingsfor variousexteriorareasand
component®f CoastGuardcuttersandboats.

A2. REQUIREMENTS

A2.1 Vesselcoatingsystems exterior This appendixpresentsherequiredcoatingsfor variousexterior areas
andcomponent®f CoastGuardcuttersandboats.The coatingsystemdor eachareaarepresentedn tabular
form. Thetablesincludethe surfacepreparationprimer,intermediatecoatsif any,andtopcoat. Thevarious
coatingsusedfor a particularapplicationshouldberegardedas asystem.The coatingsystem shallbeobtained
from a singlemanufactureto ensurehattheindividual componentarecompatibleand to maximize
performance Thicknesgeferencespplyto thedriedfilm andareabbreviatechisDFT (dry film thickness).
Referenceare byparagraphheadingandinclude:

1. AccommodatiorLaddersWood. (SeeWood,Exterior)
2. Anchors/AnchorChains.
3. AntennaHardware RadioandRadar,DF Loops.
4. Bilge Keel.(SeeUnderwateiBody/BootTop).
5. BoatHooks. (SeeWood, Exterior).
6. Boatswain'€Chairs. (SeeWood, Exterior).
7. BootTop.(SeeUnderwateiBody/BootTop).
8. Collars,BoatFoamfilled.
9. ElectricCables Armored,Exterior.
10. Fittings.
11. Flight Deck.
12. Freeboard/Superstructure/Mast.
a. Freeboard/Superstructure/MaSteel.
b. Freeboard/Superstructure/Mashiminum or GalvanizedSteel.
c. Freeboard/Superstructure/Ma&tyminum, Unpainted.
d. Freeboard/SuperstructuféberGlass.
13. GangplanksWood.(SeeWood, Exteriar).
14. GratingsWood.(SeeWood, Exterior).
15. Inaccessibléreas.
a. Inaccessiblé\reas,Steel.
b. Inaccessiblreas,GalvanizedSteelor Aluminum.
16. LaddersWooden(SeeWood,Exterior).
17. Machinery,Deck.
18. Masts.(SeeFreeboard/Superstructure/Mast).
19. Metal RepairandHull Smoothing.
20. Piping,Exterior.
21. Propellers(SeeUnderwateBody/BootTop).
22. PropellerShafts.(SeeUnderwateiBody/BootTop).
23. Railing, Wood.(SeeWood,Exterior).
24. Rudders(SeeUnderwateiBody/BootTop).
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25.
26.
27.
28.
29.
30.
31.
32.

33.

34.
35.

SFLC STAND SPECIFICATION 6310

SeaChestsaandGratings.(SeeUnderwateiBody/BootTop).

Skegg(SeeUnderwateiBody/BootTop).

SmokeStacks.

Spuds.

StrongbacksWood(SeeWood, Exterior).

SuperstructuréSeeFreeboard/Superstructure/Mast).

TransduceHull Rings.

UnderwateBody/Boottop.
U/W BodyandBoot-Top, SteelHulls (Up to 7 Year9, in SaltWater.
U/W Body andBoot-Top, SteelHulls (Up to 12 Years),in SaltWater
U/W BodyandBoot-Top, SteelHulls, in FreshWater
U/W BodyandBoot-Top, Icebreaker235'
U/W BodyandBoot-Top, Ice BreakingCapablevessels<235j in SaltWater
U/W Body andBoot-Top, Ice BreakingCapableVessels<235%in FreshWater
U/W Body andBoot-Top, AluminumHulls.
U/W BodyandBoot-Top, Aluminum Hulls, High Speed>30knots).
U/W BodyandBoot-Top, Aluminum Hulls (in waterswith limited fouling).
U/W BodyandBoat-Top, FiberGlassHulls (Up to 7 yrs) in SaltWater.
U/W BodyandBoot-Top, FiberGlassHulls (Up to 12yrs) in SaltWater.
U/W Body Appendaged-igh TurbulentAreas.

. U/W Body Propellers.
U/W Body PropulsionShaftOutboardBearingVoid
U/W Body Shafts.
U/W Body SeaChest |cebreakein FreshWater.
U/W Body Zincs.

. U/W Body Dielectric Shieldfor ICCP Systems.

WeatheDecks.

a. WeatherDeckNon-Skid, BroadcasGrit for Steel.

b. WeatheDeckNon-Skid, BroadcasGrit for Aluminum.

c. WeatherDeckNon-Skid, MIL -SPECCaatingfor Steelor Aluminum.

d. WeatheDeckSlip ResistanSheets.

e. WeatherDeck,Buoy TenderWorking Deck.

Wood,Exterior.

Zinc (or otherSacrificial) Anodes (SeeUnderwateiBody/Boot Top).

STeTOS3ITATTS@TOQ0TY
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EXTERIOR SURFACES TO

SURFACE PREPARATION /

PEDECEhUED OPTION N ————— COATING SYSTEM DFT (MILS) NOTES
ANCHOR/ANCHOR CHAIN
SSPGSP 6/NACE NO. 3 using grit 1) Polysiloxane Mist Coat 1
conforming to MIL-A-22262 / (1.53.5) 2) Polysiloxane 5.06.0
3) Polysiloxane 5.06.0
ANTENNA HARDWARE, RADIO AND RADAR, DF LOOPS
SSPCSP 10/NACE NO. 2 using grit 1) High Build Epoxy 5.06.0 2
conforming to MIL-A-22262 / (1.53.5) 2) MIL-PRF24635 Silicone Alkyd, Type Il, Cl. 1 2.03.0
[metal hardware only]
COLLARS, BOAT FOAM-FILLED
See Notes 1) Polysiloxame 5.06.0 44
2) Minimum additional coats as needed to provide | -
consistent color coverage
ELECTRIC CABLES, ARMORED, EXTERIOR
I Clean with Adhesion Promoter/Cleaner. 1) Polysiloxane 5.06.0 2,3,39
Break gloss with sandpaper as required. | 2) Polyiloxane 2.03.0
Il Same as Option | 1) High Build Epoxy (dip the cable) 5.06.0
2) MIL-PRF24635 Silicone Alkyd, Type Il, Cl. 1 2.03.0
FITTINGS
Bulkhead and deck Use the same surface preparatisrused for | Use the same coating system as for surfaces on w
fittings, including pad surfaces on which fittings are attached. fittings are attached [for deck fittingsmit nonskid
eyes, links, chain aggregate and select top color coat as per Coating
stoppers. . . and Color Manual, COMDTINST M10360.3 (#&3).
FLIGHT DECK
SSPCSP 10/NACE NO. 2 using AA043 1) MIL-PRF24667 Type |, V, or VIII, Comp. G Follow 4,5, 46
Steel Shot or grit conforming to M{A- Primer Manuf.
22262/ (3.84.5) 2) MIL-PRF24667 Type |, V, or VIII, Comp. G Instructions

- or -
SSPGSP WJ2(L)/NACE W32(L)

Primer
2) MIL-PRF24667 Type |, V, or VIII, Comp. G Nen
skid
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EXTERIOR SURFACES TO

SURFACE PREPARATION /

i e OPTION e COATING SYSTEM DFT (MILS) NOTES
FREEBOARD/SUPERSTRUCTURE/MAST
Freeboard/ I SSPCSP 10/NACE NO. 2 using grit 1) Zinc Rich PrimetPolysiloxane System 3.04.0 2,6,7,
Superstructure, Steel conforming to MIL-A-222& / (1.52.5) 2) Epoxy Primer/MidCoat- Polysiloxane Sys 5.06.0 8, 10,
-or- 3) Polysiloxane 5.06.0 16, 39
SSPCSP WJ2(M)/NACE WJ2(M)
Il Same as Option | 1) Zinc Rich PrimeiPolysiloxane System 3.04.0
2) Polysiloxane 1.02.0
3) Polysiloxane 5.06.0
1] Same as Option | 1) Epoxy Primer/MidCoat- Polysiloxane Sys 5.06.0
2) Epoxy Primer/MidCoat- Polysiloxane Sys 5.06.0
3) Polysiloxane 5.06.0
v SSPCSP 10/NACE NO. 2 using grit 1) Inorganic Zinc 3.04.0
conforming to MIL-A-22262 / (1.52.5) 2) High Build Epoxy Mist Coat
3) High Build Epoxy 5.06.0
4) MIL-PRF24635 Silicone Alkyd, Type I, CI. 1 2.03.0
Vv Same as Option | 1) High Build Epoxy 5.0-6.0
2) High Build Epoxy 5.06.0
3) MIL-PRF24635 Silicone Alkyd, Type I, Cl. 1 2.03.0
Freeboard/ SSPCSP 10/NACE NO. 2 using grit 1) Inorganic Zinc 3.0-4.0 2,6,7,
Superstructure, Steel conforming to MIL-A-22262 / (1.52.5) 2) Polysiloxane Mist Coat 8, 10,
Prone to Mechanical 3) Polysiloxane 5.06.0 16
Damage or High Wear
Freeboard/ I Abrasive blast to bare metal with clean, fing 1) Polysiloxane 1.02.0 16, 39,
Superstructure, aluminum oxide, garnet or equivalent inert | 2) Polysiloxane 5.06.0 52
Aluminum or Galvanized material conforming to CID AA-59316,
Steel Type |l &IV /(1.52.5) - or -
SSPCSP WJ2/NACE WJ2
Il Same as Option | 1) Epoxy Primer/MidCoat- Polysiloxane Sys 5.06.0
2) Polysiloxane 5.06.0
] Same as Option | 1) High Build Epoxy 5.0-6.0
2) MIL-PRF24635 Silicone Alkyd, Type ll, Cl. 1 2.03.0
2020 APPENDIX A-4 6310




SFLC STAND SPECIFICATION 6310

EXTERIOR SURFACES TO

SURFACE PREPARATION /

i e OPTION e COATING SYSTEM DFT (MILS) NOTES
Freeboard/ Blast with glass bead: 1) conforming to MIL - - 16, 36,
Superstructure, PRF9954MIL 8, 2) No. AGB-18 (U.S. 37, 39,
Aluminum, Unpainted sieve size 74100) as designated by AMS 45

2431A, or 3) commeial equivalent
Freeboard/ I Sand lightly with 120 grit paper to break thq 1) Polysiloxane Mist Coat 2,8,16,
Superstructure, Fiber glaze and roughen the surface theskvwith | 2) Polysiloxane 3.04.0 39
Glass (Fiber Reinforced Adhesion Promoter/Cleanédn new
Plastic [FRP]/Fiber material, remove mold release by washing
Reinforced Epoxy/ Fiber with cleaner before sanding and clean aga
Reinforced Polyester)
Il Same as Option | 1) High Build Epoxy Mist Coat
2) MIL-PRF24635 Silicone Alkyd, Type ll, Cl. 1 2.03.0
INACCESSIBLE AREAS
Inaccessible Areas, Steq | SSPCSP 10/NACE NO. 2 using grit 1) Inorganic Zinc 3.04.0 6
conforming to MIL-A-22262 / (1.52.5)
Il SSPCSP 10/NACE NO. 2 using grit 1) High Build Epoxy 5.06.0
conforming to MIL-A-22262 / (1.52.5) 2) High Build Epoxy 5.06.0
1] Brush blast with grit conforming to MHA- 1) MIL- PRF-16173 Solvent Cutback Corrosion -
22262 or mechanical tools Preventive Compound, Class Il, Grade 3 (1 coat)
Inaccessible Areas, Roughen by brush blasting with clean fine | 1) High Build Epoxy 5.06.0 11
Galvanized Steel or aluminum oxide, garnet or equivalent inert | 2) High Build Epoxy 5.06.0
Aluminum material, or mechanical tools
MACHINERY, DECK
| SSPGSP 10/NACE NO. 2 using grit 1) Zinc Rich PrimetPolysiloxane System 3.04.0 2,6,7,
conforming to MIL-A-22262 / (1.52.5) 2) Epoxy Primer/MidCoat- Polysiloxane Sys 5.06.0 8, 10,
-or- 3) Polysiloxane 5.06.0 12, 39
SSPGSP WJ32(M)/NACE WJ2(M)
Il Same as Option | 1) Zinc Rich PrimetPolysiloxane System 3.04.0
2) Polysiloxane 1.0-2.0
3) Polysiloxane 5.06.0
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1] Same as Option | 1) Epoxy Primer/MidCoat- Polysiloxane Sys 5.06.0
2) Epoxy Primer/MidCoat- Polysiloxane Sys 5.06.0
3) Polysiloxane 5.06.0
v SSPGSP 10/NACE NO. 2 using grit 1) Inorganic Zinc 3.04.0
conforming to MIL-A-22262 / (1.52.5) 2) High Build Epoxy Mist Coat
3) High Build Epoxy 5.06.0
4) MIL-PRF24635 Silicone Alkyd, Type Il, Cl. 1 2.03.0
V Same as Option | 1) High Build Epoxy 5.0-6.0
2) High Build Epoxy 5.06.0
3) MIL-PRF24635 Silicone Alkyd, Type I, Cl. 1 2.03.0
METAL REPAIR AND HULL SMOOTHING
Steel: SSPESP 10/NACE NO. 2 using grit | 1) MIL-PRF24176 Cement, Epoxy, Metal Repair a| Follow 38, 49,
conforming to MIL-A-22262 / (1.52.5) Hull Smoothing Manuf. 52
Instructions
Aluminum: Abrasive blast to bare metal wit
clean, fine aluminum oxide, garnet or
equivalent inert material conforming to CID|
A-A-59316, Type | & IV / (1.82.5)
PIPING, EXTERIOR
I SSPCSP 10/NACE NO. 2 using grit 1) Polysiloxane 5.06.0 2,39
conforming to MIL-A-22262 / (1.53.5) 2) Polysiloxane 5.06.0
Il Same as Option | 1) High Build Epoxy 5.06.0
2) High Build Epoxy 5.06.0
3) MIL-PRF24635 Silicone Alkyd, Type I, Cl. 1 2.03.0
SMOKE STACK
Smoke Stack Casing, SSPCSP 10/NACE NO. 2 using grit 1) Inorganic Zinc 3.04.0 2, 6,8,
Steel Exterior conforming to MIL-A-22262 / (1.52.5) 2) High Build Epoxy Mist Coat 10, 47
3) High Build Epoxy 5.06.0
4) MIL-PRF24635 Silicone Alkyd, Type Il, Cl. 1 2.03.0
Smoke Stack Casing, SSPGSP 6/NACE NO. 3 using grit 1) Fed Spec T-P-28 Heat Resisting Aluminum Pain| 1.0-2.0
Steel Interior (containing conforming to MIL-A-22262 / (1.62.0) 2) Fed Spe TT-P-28 Heat Resisting Aluminum Pain| 1.0-2.0

uninsulated exhaust
piping)
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Smoke Stack Casing, SSPCSP 10/NACE NO. 2 using grit 1) High Build Epoxy 5.06.0 2
Steel Interior (containing conforming to MIL-A-22262 / (1.53.5) 2) High Build Epoxy 5.06.0
insulated exhaust piping 3) MIL-PRF-24635 Silicone Alkyd, Type I, Cl. 1 2.03.0
Smoke Stack Exterior SSPGSP 10/NACE NO. 2 using grit 1) High Build Epoxy 5.06.0
Within Casing conforming to MIL-A-22262 / (1.53.5) 2) High Build Epoxy 5.06.0
SPUDS
Spuds SSPCSP 10/NACE NO. 2 using grit 1) High Build Epoxy 5.06.0 2,13

conforming to MIL-A-22262 / (1.53.5) 2) High Build Epoxy 5.06.0
3) Polysiloxane 5.06.0
Spud Wells SSPCSP 10/NACE No. 2 using grit 1) High Build Epoxy 5.06.0
conforming to MIL-A-22262 / (1.53.5) 2) High Build Epoxy 5.06.0
- Or_
SSPGSP WJ2(M)/NACE WJ2(M)
-ori
SSPCSP 11 (1.0)
TRANSDUCER HULL RINGS
Exterior surfaces Same surface preparation as the rest of thg Use the same cday system as the rest of the 14, 48,
Underwater Body Surfaces Underwater Body Surfaces 51
UNDERWATER (U/W) BODY/BOOFTOP
U/W Body and Boot SSPCSP 10/NACE NO. 2 using grit 1) MIL-PRF24647 Anticorrosive Epoxy, Grade A o 5.0-6.0 15, 16,
Top, Steel Hulls (Up to 7 conforming to MIL-A-22262 / (1.53.5) B 18, 19,
Years), in Salt Water -or- 2) MIL-PRF24647 Anticorrosive Epoxy, Grade A 0| 5.0-6.0 40, 48
SSPCSP WJ2(M)/NACE WJ2(M) B
3) MIL-PRF24647 Copper Ablative, Type Il, Class| 5.0-6.0
1, Grade Aor B
4) MIL-PRF24647 Copper Ablative, Type IlI, Class| 5.0-6.0
1, Grade Aor B
5) MIL-PRF24647 Copper Ablative, Type Il, Class| 5.0-6.0
1, Grade A or B (BoeT op only)
U/W Body and Boot SSPGSP 10/NACE NO. 2 using grit 1) MIL-PRF24647 Anticorrosive Epoxy, Grade A o| 5.0-6.0 15, 16,
Top, Steel Hulls (Up to conformingto MIL-A-22262 / (1.53.5) B 18, 19,
12 Years), in Salt Water -or- 2) MIL-PRF24647 Anticorrosive Epoxy, Grade A o| 5.0-6.0 40, 48
SSPCSP WJ2(M)/INACE WJ2(M) B
3) MIL-PRF24647 Copper Ablative, Type I, Class| 5.0-6.0

1, Grade Aor B
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4) MIL-PRF24647 CoppeAblative, Type Il, Class | 5.06.0
1, Grade Aor B
5) MIL-PRF24647 Copper Ablative, Type I, Class| 5.0-6.0
1, Grade Aor B
6) MIL-PRF24647 Copper Ablative, Type I, Class| 5.0-6.0
1, Grade A or B (BoeTop only)
7) MIL-PRF24647 Copper Ablative, Type I, Class| 5.0-6.0
1, Grade A or B (Bot-Top only)
U/W Body and Boot SSPCSP 10/NACE NO. 2 using grit 1) MIL-PRFR24647 Anticorrosive Epoxy, Grade A o 5.0-6.0 16, 18,
Top, Steel Hulls, in conforming to MIL-A-22262 / (1.53.5) B 20, 48
Fresh Water -or- 2) MIL-PRF24647 Anticorrosive Epoxy, Grade A o| 5.0-6.0
SSPGSP WJ2(M)/NACE WJ2(M) B
U/W Body and Boot SSPCGSP 10/NACE NO. 2 using grit 1) Anti-Abrasion Coating, Icebreaker, >235' 20-30 16, 18,
Top, Icebreaker > 235 conforming to MIL-A-22262 / (3.55.5) 21,48
U/W Body and Boot SSPCSP 10/NACE NO. 2 using grit 1) Anti-Abrasion Coating, Ice Breaking Capable 16.020.0 16, 18,
Top, Ice Breaking conforming to MIL-A-22262 / (1.53.5) Vessels, <235’ 22,48,
Capable Vessels <235/, -or- 2) MIL-PRF24647 Anticorrosive Epoxy, Grade A 0| 2.0-6.0 54
in Salt Water SSPCSP WJ2(L)/NACE WJ2(L) B
3) MIL-PRF24647 Copper Ablative, Type Il, Class| 5.0-6.0
1, Grade Aor B
4) MIL-PRF24647 Copper Ablative, Type IlI, Class| 5.0-6.0
1, Grade Aor B
5) MIL-PRF24647 Cpper Ablative, Type Il, Class | 5.0-6.0
1, Grade A or B (BoeT op only)
U/W Body and Boot SSPCSP 10/NACE NO. 2 usingri 1) Anti-Abrasion Coating, Ice Breaking Capable 16.020.0 16, 18,
Top, Ice Breaking conforming to MIL-A-22262 / (1.53.5) Vessels, <235' 48
Capabl e Ves -or-
in Fresh Water SSPCSP WJ2(L)/NACE WJ2(L)
(Excluding Sea Chests)
U/W Body and Boot I Abrasive blast to bare métaith clean, fine | 1) MIL-PRF24647 Anticorrosive Epoxy, Grade B | 5.0-6.0 16, 18,
Top, Aluminum Hull aluminum oxide, garnet or equivalent inert | 2) MIL-PRF24647 Anticorrosive EpoxyGradeB 5.06.0 22, 23,
(<30 knots) material conforming to CID AA-59316, 3) MIL-PRF24647 Norcopper Ablative, Type I, 5.06.0 48, 52
Type | & IV /(1.52.5) Class 2, Applications 1 & 4
-or- 4) MIL-PRF24647 Norcopper Ablative, Type I, 5.06.0

SSPGSP WJ2/NACE WJ2

Class 2, Applications 1 & 4
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5) MIL-PRF24647 Norcopper Ablative, Type I, 5.06.0
Class 2, Applications 1 & 4
Il Same as Option | 1) Fouling Release Caay System Follow
Manuf.
Instructions
U/W Body and Boot I Abrasive blast to bare metal with clean, fin¢ 1) MIL-PRF24647 Anticorrosive Epoxy, Grade A o| 5.0-6.0 16, 18,
Top, Aluminum Hull, aluminum oxide, garnet oqeivalent inert B 22, 23,
High Speed (>30 knots) material conforming to CID AA-59316, 2) MIL-PRF24647 Anticorrosive Epoxy, Grade A o| 5.0-6.0 24, 48,
Type | & IV / (1.52.5) B 52
-or- 3) MIL-PRF24647 Norcopper Ablative, Type I, 5.06.0
SSPCSP WJ2/NACE WJ2 Class 2, Applications 1 & 4
4) MIL-PRF24647 Norcopper Ablative, Type I, 5.06.0
Class 2, Applications 1 & 4
5) MIL-PRF24647 Noncopper Ablative, Type I, 5.06.0
Class 2, Applications 1 & 4
Il Same as Option | 1) Fouling Release Coating System Follow
Manuf.
Instructions
U/W Body and Boot Abrasive blast to bare metal with clean, fin¢ 1) MIL-PRF24647 Anticorrosive Epoxy, Grade A o| 5.0-6.0 16, 18,
Top, Aluminum Hull (in aluminum oxide, garnet or equivalent inert | B 22,41,
waters with limited material conformig to CID AA-59316, 2) MIL-PRF24647 Anticorrosive Epoxy, Grade A o| 5.0-6.0 48, 52
fouling) Type | & IV /(1.52.5) - or- B
SSPCSP WJ2/NACE WJ2
U/W Body and Boot Roughen surface with 120 grit paper and | 1) MIL-PRF24647 Anticorrosive Epoxy, Grade A o 5.0-6.0 16, 18,
Top, Fiber Glass Hlls wash with Adhesion Promoter/Clean@mn B 22,25,
(Up to 7 yrs) in Salt new surfaces, remove mold release with a| 2) MIL-PRF24647Copper Ablative, Type Il, Class | 5.0-6.0 26, 48
Water cleaner, sand and clean again. 1, Grade A
3) MIL-PRF24647 Copper Ablative, Type I, Class| 5.0-6.0
1,Grade AorB
4) MIL-PRF24647 Copper Ablative, Type IlI, Class| 5.0-6.0

1, Grade A or B (BoeT op only)
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U/W Body and Boot Roughen surface with 120 grit paper and | 1) MIL-PRF24647 Anticorrosive goxy, Grade A or | 5.0-6.0 16, 18,
Top, Fiber Glass Hulls wash with Adhesion Promoter/Cleanémn B 22, 25,
(Up to 12 yrs) in Salt new surfaces, remove mold release with a| 2) MIL-PRF24647 Copper Ablative, Type I, Class| 5.0-6.0 26, 48
Water cleaner, sand and clean again. 1, Grade AorB

3) MIL-PRF-24647 Copper Ablative, Type I, Class| 5.0-6.0

1, Grade Aor B

4) MIL-PRF-24647 Copper Ablative, Type I, Class| 5.0-6.0

1, Grade Aor B

5) MIL-PRF24647 Copper Ablative, Type,IClass | 5.0-6.0

1, Grade A or B (BoeT op only)

6) MIL-PRF24647 Copper Ablative, Type I, Class| 5.0-6.0

1, Grade A or B (BoeT op only)
U/W Body and Boot SSPCSP 10/NACE NO. 2 using grit 1) MIL-PRFR24647 Anticorrosive Epoxy, Grade A o 5.0-6.0 16, 18,
Top, NonCopper AF conforming to MIL-A-22262 / (1.53.5) B 22, 48,
System, for Steel Hld -or- 2) MIL-PRF24647 Anticorrosive Epoxy, Grade A 0| 5.0-6.0 52
15486 and 1| e SSPCSP WJ2(M)/NACE WJ2(M) B

3) MIL-PRF24647 Norcopper Ablative, Type I, 5.06.0

Class 2, Applications 1 & 4

4) MIL-PRF24647 Norcopper Ablative, Type |, 5.06.0

Class 2, Applications 1 & 4

5) MIL-PRF24647 Norcopper Ablative, Type I, 5.06.0

Class 2, Applications 1 & 4

6) MIL-PRF24647 Norcopper Ablative, Type I, 5.06.0

Class 2 Applications 1 & 4 (Boo{Top only)

7) MIL-PRF24647 Norcopper Ablative, Type I, 5.06.0

Class 2, Applications 1 & 4 (Bodtop only)
U/W Body Appendages: SSPCSP 10/NACE NO. 2 using grit 1) High Turbulence Coating 10.011.0 40, 48
High Turbulent Areas conforming to MIL-A-22262 / (1.53.5) 2) High Turbulence Coating 10.011.0
(i.e. Rudders, Struts, Fin| -or- 3) Follow with same number coats of antifant used | 5.0-6.0 (ea.
for 110 WPBs and 179 SSPGSP WJ2(L)/NACE WJ2(L) for the rest of the underwater body coat)

WPCs)

U/W Body Propellers

All Corrosion Resistant Materials:

- Clean and polish bright.Do not paint

2020

APPENDIX A-10

6310




SFLC STAND SPECIFICATION 6310

EXTERIOR SURFACES TO

SURFACE PREPARATION /

i e OPTION e COATING SYSTEM DFT (MILS) NOTES
U/W Body Propulsion SSPCSP 10/NACE NO. 2 using grit 1) MIL-PRF24647 Anticorrosive Epoxy, Grade A o 5.0-6.0 53
Shaft Outboard Baring conforming to MIL-A-22262 / (1.53.5) B
Void (internal surfaces -or- 2) MIL-PRF24647 Anticorrosive Epoxy, Grade A o| 5.0-6.0
of strut and stern tube in SSPGSP WJ2(L)/NACE WJ2(L) B
way of outboard
bearings)

U/W Body Shafts Corrosion Resistant Materials (such as Mo| - Do not paint 48
or Aguamet)Clean and polish metallic
surfaces bright.
FRP WrapRoughen surface with 120 grit | 1) MIL-PRF24647 Anticorrosive Epoxy, Grade A o 5.0-6.0
paper and wash with Adhesion B
Promoter/Cleaner 2) Follow with same number coats of antifoulant ug 5.0-6.0 (ea.
for the rest of the underwater body coat)
U/W Body Sea Chest, SSRC-SP 10/NACE NO. 2 using grit 1) Inorganic Zinc 3.04.0 48
Icebreaker in Fresh conforming to MIL-A-22262 / (1.52.5)
Water
U/W Body Sea Chest, SSPCSP 10/NACE NO. 2 using grit 1) MIL-PRF24647 Anticorrosive Epoxy, Grade A o Mist Coat 8, 16
Sea Chest Strainer conforming to MIL-A-22262 / (1.52.5) B 18, 25,
Plates, Grid Cooler Hull 2) MIL-PRF24647 Copper Ablative, Type Il, Class| 4.0-5.0 26, 48
Recesses in Fresh Wate 1, Grade AorB
(for WLR River Tenders 3) MIL-PRF-24647 Copper Ablative, Type I, Class| 4.0-5.0
and Barges) 1, Grade Aor B
U/W Body Zincs (or - Do not paint 27, 48
other sacrificial anodes)
U/W Body Dielectric SSPCSP 5/NACE NO. 1 using grit 1) Dielectric Shield Fairing Compound Varies 42,48
Shield for ICCP Systemg conforming to MIL-A-22262 / (2.53.5)
WEATHER DECKS
Weather Deck Noiskid, | | SSPGSP 10/NACE NO. 2 using grit 1) Zinc Rich PrimetPolysiloxane System 3.04.0 6,7,8,
Broadcast Grit for Steel conforming to MIL-A-22262 / (1.52.5) 2) Epoxy Primer/MidCoat- Polysiloxane Sys 5.06.0 10, 28,
-or- 3) #816 Garnet or inert grit conforming to MIA- - 39
SSPCSP WJ2(L)/NACE WJ2(L) 22262
4) Polysiloxane 2.03.0
Il Same as Option | 1) Epoxy Primer/MidCoat- Polysiloxane Sys 5.06.0
2) Epoxy Primer/MidCoat- Polysiloxane Sys 5.0-6.0
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3) #816 Garnet or inert grit conforming to MA- -
22262
4) Polysiloxane 2.03.0
1] SSPGSP 10/NACE NO. 2 sing grit 1) Inorganic Zinc 3.04.0
conforming to MIL-A-22262 / (1.52.5) 2) High Build Epoxy Mist Coat
3) High Build Epoxy 5.06.0
4) #816 Garnet or inert grit conforming to MA- -
22262
5) MIL-PRF-24635 Silicone Alkyd, Type Il, CI. 1 2.03.0
v Same as Option | 1) High Build Epoxy 5.0-6.0
2) High Build Epoxy 5.06.0
3) #816 Garnet or inert grit conforming to MHA- -
22262
4) MIL-PRF24635 Silicone Alkyd, Type I, CI. 1 2.03.0
Weather Deck Noiskid, | | Abrasive blast to bare metal with clean, fin¢ 1) Epoxy Primer/MidCoat- Polysiloxane Sys 5.06.0 28, 39,
Broadcast Grit for aluminum oxide, garnet or equivalent inert | 2) Epoxy Primer/MidCoat- Polysiloxane Sys 5.06.0 52
Aluminum material conforming to CID AA-59316, 3) #816 Garnet or inert grit conforming to MA- -
Type | & IV/(1.52.5) - or- 22262
SSPCSP WJ2/NACE W32 4) Polysiloxane 2.03.0
Il Same as Option | 1) High Build Epoxy 5.0-6.0
2) High Build Epoxy 5.06.0
3) #816 Garnet or inert grit conforming to MHA- -
22262
4) MIL-PRF24635 Silicone Alkyd, Type Il, CI. 1 2.03.0
Weather Deck Noiskid, Steel: SSPESP 10/NACE NO. 2 using grit | 1) MIL-PRF24667 Type I, lll, V, or VIl Comp. G | Follow 29, 30,
MIL -SPEC Coating for conforming to MIL-A-22262 /(1.53.5) Primer Manuf. 31, 52
Steel or Aluninum -or- 2) MIL-PRF24667 Type |, V, or VIII Comp. G Instructions
SSPGSP WJ2(L)/NACE WJ2(L) Primer (Not for Type III)
2a) MIL-PRF24667 Type lll Intermediate Membrar|
Aluminum: Abrasive blast to bare metal wit| (Only for Type IlI)
clean, fine aluminum oxide, garnet or 3) MIL-PRF-24667 Type |, lll, V, or VIIl Comp. G
equivalent inert material conforming to CID| Non-skid
A-A-59316,Type | & IV / (1.5-2.5)
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- Or -
SSPCSP WJ2/NACE WJ2
Weather Deck Slip I Steel: SSPESP 10/NACE NO. 2 using grit | 1) Zinc Rich PrimeiPolysiloxane System 3.04.0 6,7,8,
Resistant Sheets (Peel conforming to MIL-A-22262 / (1.52.5) 2) Polysiloxane Mist Coat 32
6né Stick) -or- 3) Polysiloxane 5.06.0
SSPGSP WJ2(L)/NACE WJ2(L) 4) MIL-PRF24667 Type Xl, Comp. PS Neskid -
5) Edge Sealing Compound -
Il Same as Option | 1) Zinc Rich PrimetPolysiloxane 8stem 3.04.0
2) Epoxy Primer/MidCoat- Polysiloxane Sys 5.06.0
3) Polysiloxane 5.06.0
4) MIL-PRF24667 Type XI, Comp. PS Neskid -
5) Edge Sealing Compound -
1] Same as Option | 1) Epoxy Primer/MidCoat- Polysiloxane Sys 5.06.0
2) Epoxy Primer/MidCoat- Polysiloxane Sys 5.06.0
3) Polysiloxane 5.06.0
4) MIL-PRF24667 Type XI, Comp. PS Noskid -
5) Edge Sealing Compound -
Aluminum:
Bare Aluminum: Blast with glass bead: 1) 1) MIL-PRF24667 Type XI, Comp. PS Neskid - 36. 37
conforming to MILPRR9954MIL 8, 2) No. | 2) Edge Sealing Compound -
AGB-18 (U.S. sieve size ¥D00) as
designated by AMS 2431A, or 3) commerc
equivalent
Painted Aluminum: Abrasive blast to barg 1) Epoxy Primer/MidCoat- Polysiloxane Sys 5.06.0 52
metal with clean, fine aluminum oxide, 2) Polysiloxane 5.06.0
garnet or equivalent inert material 3) MIL-PRF24667 Type Xl, Comp. PS Neskid -
conforming to CID AA-59316, Type | & IV | 4) Edge Sealing Compound -
/(1.52.5) -or-
SSPGSP WJ2/NACE WJ2
Fiber Reinforced PlastiGand lightly with 1) Polysiloxane Mist Coat 2,8
120 grit paper to break the glaze and rough 2) Polysiloxane 3.04.0

the surface then wash with Adhesion
Promoter/Cleane©On new material, remove

mold release by washing with cleaner befo

3) Slip Resistant Sheet
4) Edge Sealing Compound
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sanding and cleaagain.

Weather Deck, Buoy SSPCSP 10/NACE NO. 2 using grit 1) Inorganic Zinc 3.04.0 7,8, 33,
Tender Working and conforming to MIL-A-22262 / (1.52.5)
Construction Decks Safety Markings on Inorganic Zinc Buoy Deck:

1) Polysiloxane Mist Coat

2) Polysiloxane 5.06.0

- or -

1) High Build Epoxy Mist Coat

2) High Build Epoxy 5.06.0

3) MIL-PRF24635 Silicone Alkyd, Type Il, Cl. 1 2.03.0

WOOD, EXTERIOR

Wood, Exterior (i.e., Sand with 80 grit (or coarser) sand paper | 1) Synthetic Wood Finishfollow manufacturer's - 34, 35
Accommodation Ladder, instructions
Boat Hooks, Boatswain' - or -
Chairs, Gangplanks and 1) CID A-A-1800Spar Varnish 1.02.0
Brows, Gratings, 2) CID A-A-1800 Spar Varnish 1.02.0
Ladders, Railings, and 3) CID A-A-1800 Spar Varnish 1.02.0
Strongbacks) 4) CID A-A-1800 Spar Varnish 1.02.0
5) CID A-A-1800 Spar Varnish 1.02.0
1. Do notpaintgalvanizecor stainlesste¢ anchorchain,or groundtackle.
2. An extracoatof thetopcoatmayberequired particularlywhenbrushingor rolling, to achieveproperdry film thicknesor to getcompletecolor coverageof the
primerunderneath.
3. Initially dip armoredelectriccablesn theepoxyprimer. After pulling thecablestouchuptheprimer andfollow with topcoat. Do not paintidentificationlabels.
4. Apply in accordancevith NSTM Ch. 634 for Navy Certification. All flight decksshallbeappliedand maintainedn accordancevith NSTM Ch.634. Color
coatingflight decksfor otherthanrequired markingsis notauthorized.Flight decksshallnotbeappliedby shipswork force. However,shipsforce maymake
repairsto flight decksandapplyflight decknonskidto anyotherportionof the weathedeck asnecessarfor personnesafety. Nonskidmaterialis rolled onover
primerwithin 48 hoursfor best adhesion.OnWMEC 210'stheflight deckmaterialshallbe extendedorwardto frame98 for added personnesafety.
5. Powertool cleaningto baremetal(SSPCSP11) maybeusedin areaghatcannotbeaccessetly abrasive blastingor waterjetting.
6. Inorganiczinc paintscausemetalfume fevemwhencutor burnedwith atorch.
7. Do notapplyinorganiczincto waterjettedsurfaces.
8. A mistcoatis 1.0-2.0 mils (wetfilm thickness)f paintappliedto promoteadhesioror compatibility betweerunlike materialsor sprayapplicationsonly.
9. Notused.

10. An OrganicZinc coatingmaybeusedto replaceinorganiczinc for repair/maintenancef inorganiczinc systems.
11. All inaccessibleoidsthatbearagainsthe shelshallbe weldedtight, tested fottightnessandtreatecby filling anddrainingwith arustpreventivecompound
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13.

14.

15.

16.
17.
18.

19.

20.
21.
22.
23.
24,

25.

SFLC STAND SPECIFICATION 6310

conformingto MIL -PRF16173,Classll, Grade3. Thesedncluderuddersskegsseale void spacestthestemandvoidsin thebilgesor voidsconstantly
exposedo saltwater. Inaccessibleoidson steelweatherdecksshallbe primecoatedwhereverpossible beforeweldingof the closureplateandshallbetestedor
tightness.No furthertreatmentis required. Examplesaremastsyards,boomsdavits,boxedin foundationsandboxedin bulwarkstructures.

Coattheworking surface®f machineryor the surface®f winchandcapstardrumsthatcontactine with anlnorganicZinc (3.0-4.0mils), SolventCutback
CorrosionPreventativieCompoundMIL -PRF16173, Classll, Grade3, or Thin Film CorrosionPreventativeaCompoundMIL -PRF81309Typell, Classl.
Referto the CoatingsandColor Manual, COMDTINST M10360.3(seriesYor paintingof safety markings. Apply onecoatof MIL -PRF24635SiliconeAlkyd at
3 mils DFT for colorwarningbands.

Transducediaphragmarefouling resistaniandshouldonly be paintedwhenit is determinedin conjunctionwith theservicingelectronicdacility, thatthe
protectionof antifoulingpaintis required.

Theseantifoulantsystemsaremodificationsof requirementin MIL -PRF24647to provideupto 7 or 12 yearsystemswith periodictouchupona2-5 yeardry-
dockcycle. Thesecondcoatof anticorrosive epoxyandthe antifoulantareappliedoverthe previouscoatof epoxywhile still tacky, whichis defined asthat
curing(drying) stage whefingertip pressedightly againsthefilm leavesonly aslight impressiorandnoneof thefilm sticksto thefinger. Cuttersandboats
painted withablativepaintshould bewashedwith high pressurevater(do notexceedb000psi)immediatelyafterbeingremovedromthe waterto prevent
fouling from drying onthe paint. Whendry-dockingfor repainting thedefectiveareasshallbepreparedo anSSPCSP10/NACENo. 2 or SSPCSPWJ-2/NACE
WJ-2 finish andtouchedup with epoxy. Theentirehull shouldneverbetakendownto baremetalunlessheentirebottomcoathas failed or failure is inevitablein
theimmediatefuture.

Apply onecoatof polysiloxaneor MIL -PRF~24635SiliconeAlkyd at3 mils DFT for thedraft marks.

Notused.

For coatingpurposesthebilge keel,seachest gratings,andskegsaretreatedaspartof theunderwater body.

Ablative Paintis requiredon all steelcuttersandboatswhich useantifoulantunlessspecificallyexcluded bythe SFLCESD. Thesecoatingshavea provenrecord
of costreductionby extendingdry-dock intervals reducingfuel consumptiorandreducingpaintingcosts. Life spanfor thesecoatingssupto 7-12 yearswith
periodictouchup ona2-5 yearbasis. Areaswherethe primeris wornthroughonthe ruddersstabilizingfins, bow, andabovethe propsshouldbereprimed.
Whenpreparinghesesurfacesit is agoodideato cleanchlorideionsoutof the corrosionwith ahigh pressure watdslastor steam cleaningbeforegrit blasting.
Ablative antifoulantpaintwearsawaydifferentiallyonthehull andit is color codedto showthe highwearareasvhich will beatthebow, stern,andboottop
area. When repainting,usetheoriginal manufacturer'groductto makerepairs. Ablative paintshouldbebuilt backup to the original 10 or 15 nsloverall
thickness below the botop and 15 or 25 mils on the betop.

Adding 10 mils of paintovertheentire hullateachdry dockingwill resultin excessivdilm thickness. Ablative paintis applieddirectlyto theepoxyprimer while
it is still tacky. Thereis nointermediatecoat betweertheepoxyprimerandtheablativepaint. Intermediatecoatswill acconplishnothingand increasehe
probabilitythattheablativepaintwill delaminate.

Seachest, seaheststrainemlatesgrid coolerhull recessefor WLR cuttersandbargeswill be coated with aMIL -PRF24647CopperAblative, Typell, Classl,
GradeA/Epoxy coatingsystentor zebra mussetontrol.

Fill deeppitting with manufacturer§lling compoundorior to coating.

Totalremovalof antifoulingcoatingss notrequired. Totaldry film thicknesencountereduring removalmayexceedspecifiedthicknesses
Whenapplyingafoul releasecoatingsystemcontacthe manufacturefor applicationinstructionsand requirethe manufacturer'sechnicalrepresentativéo be
presentvhile thecoatingis applied. Thefinal coatshallhaveanalmostglossor wetsheerfinish. Areas withaflat finish mustberepaintedo awet sheerfinish.
Foulingrelease coatingmustnotbescrapedr cleaned witha stiff brush. Oncescratched, thetopcoatmustbereappliedo preventfouling adhesion.

Thefinal coatof antifoulanton high speed>30 knots)aluminumcraft shallbeallowedto curefor at least48 hoursheforeputtingthevessebackin the water.
Followthecoatingma n u f a dnstruatiens ifthorethan48 hoursarerequireddependingntemperatureandhumidity.

Blisteredmaterialshouldberemoved flushedcleanwith water,thoroughlydried out,andbuilt backup with a high solidsepoxychemicallyresistanfiller. Avoid
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introducingdirt or abrasiveblastinggrit in to thefiberglassasthis maystimulateadditiond blisters. Structurallydamagedreashouldbereinforced with ahigh
solidschemicallyresistanepoxyresin. To retardblistering,washthe hull with Adhesion Promoter/CleanerTopcoatto 15 mils DFT with high solidsepoxytank
coatingwhichis chemicdly resistant.Epoxyresinshouldcontainno watersolublecomponents.

. Apply thefirst coatof ablative antifoulingpaintwhile the epoxyis still tacky.

. Do notpaintzinc (or othersacrificialanodes).Paintareaseneattall sacrificialanodeshe sameasthe underwatebody.

. Forbroadcasgrit nontskid systemsspread#8-16 Garnetor MIL -A-22262Inert AbrasiveGrit overthe lastepoxycoatwhenwet. Letit dry for 8 hoursandsweep
off theexcess.Thenapplypolysiloxaneor MIL -PRF24635SiliconeAlkyd Enameltopcoat. Apply aslittle topcoataspossibleto still achieve completecolor
coverage.A thin coatof deckgrayHigh Build Epoxymaybeappliedto thebroadcasgrit prior to thetopcoatto aid in gettingbettercolor coverage.

. Units mayoptto applyacoatof inorganicor organiczinc primeron steeldecks(notaluminum)prior to applyingthis system.If inorganiczincis preferred;jt
mustbe coveredwith amistcoat,1.0-2.0 (wetfilm thickness)pf high build epoxyprior to applyingthefull high build epoxyprimercoat. Do notapply inorganic
or organiczincto flight decks.

. Two-partpolyurethangrimers,membranes;olortoppings.andnon-skid arenotallowed,evenif listed onQPL-24667.

. Typelll nonskid deckcoveringswith anintermediateuindetaymentcoatshouldonly beusedondecks thatundergoa greatdealof flexing or uneverdeckswhere
flatnesss required.

. MIL-PRF24667TypeXl CompPSSlip ResistanBheetgPeeld rSéick) havebeenauthorizedor all cuttersandboats. Installationdravingsareavailablefor the
41UTB, 47 MLB, and87WPB (41UT- 1901-2,47BMLB-634-010,and87-WPB-6341, respectively).Usethefollowing guidancenvhen installationdrawings
arenotavailable: 1) Slip resistansheetmaterialshallbeappliedto within appgroximately2 inchesof deckfittings andprotrusionsandto within approximatelys
inchesfrom coaminganddeckedges2) No morethanapproximately3 inchesshallseparatadjacenpiecesonall work andtraffic areas3) Avoid applyingslip
resistansheet materialoverraised weldseams.

. Thesafetymarkingsarealternatingyellow andblackstripesat45 degreego thebulwarkfor adistanceof two feet.

. Do notpaintsincepaintwill preventhedetectionof cracksandsplits.

. Thecommerciakquivalento A-A-1800SparVarnishmaybeused.

. If thesurfaceto beglassbheadblastedhasbeenpreviouslypaintedthepaintmayberemovedby waterjetting or brushblastingwith averyfine aluminumoxide,
garnetor equivaleninert material.

. Thesatinaluminumfinish shallbedefinedashaving: 1) asurfaceprofile whichdoesnotexcee®.5mils asmeasuredby TESTEXPressO-Film ReplicaTape
(X-Coarsel.54.5mils) and2) sphericallyshaped indentationsith adiametedessthanor equalto 0.2 mmasmeasuredby anopticalcomparatosuchasa
Fowler7X comparatomwith a#7 reticle.

. Grit blastingis the bestmethodto preparehe surface however jt maynotbe possibleto grit blastdueto configurationor otherrestraints.Reviewma nuf act ur e
instructiongo determineotheracceptable surfacepreparatioomethods.

. ThePolysiloxaneSystenshallbeusedfor all newconstructiorunlesdower glossis required. The siliconealkyd systemshouldonly beselectedf low glossis
requiredfor maintaininganexistingsilicone alkyd systempor asalower costoptionwhensuperiorperformances notarequirement.

. A High TurbulenceCoatingthatis capableof beingappliedunderwateshallbe used foranytemporary repairsto theunderwatebodyor appendagesherebare
metal hasbeenexposed.Thesecoatingsarenot antifoulantsandshouldberemovedandreplacedwith thestandardinderwatebodycoatingsystematthe next
drydock.

. Theunderwatebodyof analuminumhull boatin freshwateris notrequiredto be paintedif fouling has notbeenanissuein theoperatingarea. In this casethe
boottop of analuminumhull boatwould not requirepaintif thefreeboards not painted. If thefreeboards painted thentheboottop abovethe waterlineshould
be paintedwith thepolysiloxaneor siliconealkyd system.

. Referto the specificclassinstallationdrawings/teclpub forinstallationof thedielectricshield. Older drawings/teclpubsmayrefer tocoaltarepoxyfor the outer
areaof theshield whichis nolonger authorized Usethe Dielectric ShieldFairing Compoundnsteadof coaltar epoxy.|f specificclass installationdrawings/tech
pubsdo notexistor arenolongerapplicablethenperformthe following:
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SurfacePreparatiori Cleantheareawherethedielectricshieldis currentlyinstalled(6 feetaround theanodecasingto SSPGSP5/NACENo.1fi Wh Metad
BlastC | e a nEnsuggthattheanode casingis properlypreparedandcleanedwell sothatthe Dielectric ShieldFairingCompoundwill adhereo the
casingsidesand edges.

FairingApplication(Trowelable)i Apply theDielectricShieldFairingCompoundataminimum thicknessof 120mils in theareaup to two feetaroundthe
anodecasing. At adistanceof about10 inchesfrom theanodecasing, faithe Dielectric Shield Fairing Compoundupto theouter edgef theanode
casingbondingto theanodecase. Apply the Dielectric ShieldFairing Compouncdata minimumthicknessof 22 mils in theareafrom 2 feetto theouter
perimeterof 6 feetfrom the anodecasing.

FairingApplication(Sprayable) Apply thefirst coatof Dielectric ShieldFairingCompoundat10 mils minimumthicknessof 10 mils fromtheanodeto a
distanceof 7 feet. Apply thesecondcoat of Dielectric ShieldFairing Compoundata minimumthicknessf 30 mils from theanodeto a distanceof 6.5
feet. Apply thethird coatof Dielectric ShieldFairingCompoundataminimum thicknessof 30 mils from the anodeto a distanceof 6 feet. Theouteredges
of eachappliedcoat shouldbetaperedsothatthereis nota sharpedge. Oncetheanodes in place,fair thetrowelable Dielectric ShieldFairingCompound,
from adistanceof 10inchesoutfromtheanodeupto the outeredgeof theanodecasingbondingto theanodecase.

. Noted deleted.

. Priorto applyingthe Polysiloxanecoatingcleanthecollar surfacewith an AdhesionPromoter/CleanersuchasPPGPrep88 andthenpressure wasWith water.
Do notallowthe AdhesionPromoter/Cleanelo  dry onthesurface.Do notdisturbthecollar surfaceby sanding, grindingor abradingoeforepainting unless
your servicinghealthandsafetystaff confirm thatthe collar doesnot containlead.

. Theareaunderneattightly fitted appendagesuchasrub rails or collarsmustbe paintedwith two coatsof aHigh Build Epoxy, (blackSAE AMS-STD-595#
17038)at5 mils DFT for eachcoat.

46.
47.
48.

49.
50.
51.
52.

53.
54.

Only non-polyurethaneMIL -PRF24667Typel or VIII, Comp.G Non-skidsthatareLow-Solar Absorbing(LSA) shallbeappliedonflight decks.

Polysiloxanemaybe usedasthetopcoatinsteadof MIL -PRF2463 SiliconeAlkyd.

Applicableto all underwatebodycoatingsystemsndassociate@appendaged:otal dry film thickness encountereduringremovalmayexceedspecified

thickness.

Rougheningf the Metal RepairandHull SmoothingCompoundnayberequiredbefore paintingwith thenormalcoatingsystemSeema n u f a dnstuations. 6 s

Not used

Coatingshallbe appliedafterthe capastidairing compounds renewed.

Foraluminumsurfacesremoveall oil, greasedirt, metaloxides(corrosionproductsyandother foreign materialby cleaningper SSPGSP1 prior to blastcleaning
andfollowing blastcleaningimmediately prior to coating. Theendresultof abrasiveblastingwill beasurfacecleanlinessimilarto thatof SSPG SP10for

steelwith all coatingrermoved.

Fill bearingvoid with seawaterwashresistanggreaseClD A-A-50433(Termaleneg?2 or equal)aftereach bearingshellinstallation.

Followma n u f a dnstruatianswi@esapplyingthe MIL -PRF~24647anti-corrosiveepoxyandablative copperantifouling coatingto the Anti-AbrasionCoating,

Ice BreakingCapablevessels<235'.
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APPENDIX B

CUTTER AND BOAT INTERIOR PAINTING SYSTEMS

B1. SCOPE

B1.1Vesselcoatingsystems interior. Thisappendix presentlerequiredcoatingsfor various interior
areasandcomponent®f CoastGuardcuttersandboats.The coatingsystemdor eachareaarepresented
in tabularform. Thetablesincludethe surfacepreparationprimer,intermediatecoatif any,andtopcoat.
Thevariouscoatingsusedfor a particularapplicationshouldberegardedis asystem.Thecoatingsystem
shallbe obtainedrom a singlemanufactureto ensurehattheindividual componentsirecompatible
and maximizeperformance.Thethicknesgeferencegapplyto thedriedfilm andareabbreviateds
DFT (dry film thickness)Subjectmatterin this chapteiis listedalphabeticallyReferenceare by
paragraphheadingandinclude:

1. Bilges,CofferdamsFoundationsandForepeaks.
2. Bulkheads.
a. BulkheadsandOverheadsninsulatedAluminum.
b. BulkheadsandOverheadsninsulatedSteel.
c. BulkheadsandOverheadsninsulatedMetal (wetareas).
d. BulkheadsandOverheadsninsulatedSteel(appearanceot afactor).
e. BulkheadsandOverheadsJninsulatedAluminum (appearanceotafactor).
ChainLockers.
CondensationgpaceSubjectedo.
Deckplates.
a. DeckplatesSteel.
b. DeckplatessStainlessSteel/Aluminum.
6. Decks,Metal InteriorandNon-skid Areas.
a. SteelandAluminum Decks(prepfor deckcovering).
b. SteelandAluminum Decks(wetareas).
c. SteelandAluminumDecks(dry areas).
d. Metal Decks,Non-Skid Tread.
7. Door,Joiner.
8. ElectricCable,Armored.
9. ElectronicsEquipment.
10. FurnitureandGalley Equipment.
11. Inaccessibléreas.
a. Inaccessiblé\reas,Steel.
b. Inaccessibléreas,Galvanizedsteeland Aluminum.
12. InsulationSurfaces.
13. Ladders StanlessSteel GalvanizedSteeland Aluminum.
14. Machinery,Interior.
a. Machinery, Operatingemperaturet/nder200°F.
b. Machinery, Operatingemperature©ver200°F.
15. Piping, Interior.
a. Piping, Insulate@ndUninsulatedUnder20C°F.
b. Piping, UninsulatedQver 200°F.
16. PlasticSurfaces.
17. Shatting,Inboard.
18. TanksandVoids.

aprw
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TanksandVoids, General.
BallastTanks.
Fuel/JP5 Tanks,Service Storage Overflow, Drain.
GreyWater,SewageandCHT Tanks.
Lube Oil andFuel Tanks,Unballastedvith waterextractionsystems.
f. Potalle WaterTank.
19. TransduceHull Rings.
20. Wood, Interior.
a. Wood,Paintedinterior.
b. Wood,StainedandVarnishednterior.

PoOoTO
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INTERIOR SURFACE PREPARATION / DFET
SURFACES TO| OPTION COATING SYSTEM NOTES
BE PRESERVED (ANCHOR PROFILE IN M ILS) (MILS)
BILGES, COFFERDAMSAND FOREPEAKS
Bilges, I Non-Machinery Spaces: 1) Bilge Epoxy Coating System Primer 6.0-7.0 1,
Cofferdams, and SSPGSP 10/NACE No. 2 using grit 2) Bilge Epoxy Coating System Topcoat 6.0-7.0 15
Forepeaks, Steel conforming to MIL-A-22262 / (1.53.5)
- Or -
SSPGSP WJ2(L)/INACE WJ2(L)
Machinery SpaceSSPCSP 11 (1.0)
or SSPGSP WJ2(L)/NACE WJ2(L)
Il Same as Option | 1) Bilge Epoxy Coating System Primer 6.0-7.0
2) Bilge Epoxy Coating System Primer 6.0-7.0
1] Same as Option | 1) High Build Epoxy 5.06.0
2) High Buid Epoxy 5.06.0
Bilges, Aluminum Do not paint 18
BULKHEADS
Bulkheads and I Power tool clean using nemetallic 1) High Build Epoxy 5.06.0 2,3,4
Overheads, abrasive padding, to remove all coatingd 2) MIL-PRF24596 Water Based Fire Retardq 1.0-2.0
Uninsulated contamination Class 1, Grade A
Aluminum 3) MIL-PRF24596 Water Based Fire Retardq 1.0-2.0
Class 1, Grade A
Il Same as Option | 1) High Build Epoxy 5.0-6.0
2) MIL-PRF24607 Chlorinated Alkyd Fire 1.02.0
Retardant 1.02.0
3) MIL-PRF24607 Chlorinated Alkyd Fire
Retardant
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INTERIOR SURFACE PREPARATION / DFET
SURFACES TO| OPTION COATING SYSTEM NOTES
BE PRESERVED (ANCHOR PROFILE IN M ILS) (MILS)
Bulkheads and I SSPGSP 6/NACE No. 3 using grit 1) High Build Epoxy 5.06.0 2,4
Overheads, conforming to MIL-A-22262 / (1.53.5) 2) MIL-PRF24596 Water Based Fire Retardy 1.0-2.0
Uninsulated Steel Class 1, Grade A
3) MIL-PRF24596 Water Based Fire Retardi 1.0-2.0
Class 1, Grade A
Il Same as Option | 1) High Build Epoxy 5.0-6.0
2) MIL-PRF24607 Chlorinated Alkyd Fire 1.02.0
Retardant
3) MIL-PRF24607 Chlorinated Alkyd Fire 1.02.0
Retardah
Bulkheads and Steel 1) High Build Epoxy 5.06.0
Overheads, SSPCSP 11 (1.0) 2) High Build Epoxy 5.06.0
Uninsulated Metal - and-
(Wet areas such g Aluminum: Power tool akan using non
washrooms, wate metallic abrasive padding, to remove all
closets, shower coatings and contamination
space, food prep
areas and exits to
weather)
Bulkheads and I SSPCGSP 10/NACE No. 2 using grit 1) Inorganic Zinc 3.04.0 2,4
Overheads, conforming to MIL-A-22262 / (1.52.5)
Uninsulated Steel
(Appearance not ¢ Il SSPGSP 6/NACE No. 3 using grit 1) High Build Epoxy 5.06.0
factor, i.e., voids) conforming to MIL-A-22262 / (1.53.5) 2) High Build Epoxy 5.06.0
and Insulated Ste
Bulkheads and Abrasive blast to bare metal with clean, 1 1) High Build Epoxy 5.06.0 2,20
Overheads aluminum oxide, garnet or equivalent ing 2) High Build Epoxy 5.06.0
Uninsulated material conforming to CID AA-59316,
Aluminum- Type | &IV /(1.01.5)
(Appearance not §
factor) and
Insulated
Aluminum
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INTERIOR SURFACE PREPARATION / DFET
SURFACES TO| OPTION COATING SYSTEM NOTES
BE PRESERVED (ANCHOR PROFILE IN M ILS) (MILS)
CHAIN LOCKERS
SSPGSP 10/NACE No. 2 using grit 1) Inorganic Zinc 3.04.0 4
conforming to MIL-A-22262 / (1.52.5)
CONDENSATION, SPACE SUBJECTED TO
SSPCSP 10/NACE No. 2 using grit 1) High Build Epoxy 5.06.0 5
conforming to MIL-A-22262 / (1.53.5) 2) Ceramic Insulation Coating 20.022.0
3) Ceramic Insulation Coating 20.022.0
4) Ceramic Insulation Coating 20.022.0
DECKPLATES
Deckplates, Steel Underside and edges:
SSPCSP 10/NACE No. 2 using grit 1) Inorganic Zinc 3.04.0 4
conformingto MIL-A-22262 / (1.52.5)
Top (unpainted)Wire Brush 1) Coat with lube oil weekly and wipe off exc
Deckplates, Do not paint
Stainless Steel/
Aluminum
DECKS, METAL INTERIOR AND NONSKID AREAS
Metal Deckg in Steel:SSPGSP 11 (1.0) 1) High Build Epoxy 5.0-6.0
preparation for - and-
application of dec Aluminum: Power tool clean using nen
coverings metallic abrasive padding, to remove all
coatings and contamination
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INTERIOR SURFACE PREPARATION / DFET
SURFACES TO| OPTION COATING SYSTEM NOTES
BE PRESERVED (ANCHOR PROFILE IN M ILS) (MILS)
Metal Decks No Steel:SSPGSP 11 (1.0) 1) High Build Epoxy 5.06.0 16
application of dec - and- 2) High Build Epoxy 5.06.0
coverings Aluminum: Power tool clean using nen
metallic abrasive padding, to remove all
coatings and contamination
Metal Decks, 1) MIL-PRFR24667Type XI, Comp. PS Non | - 17
Non-Skid Tread skid
DOOR, JOINER
I Steel:SSPGSP 3 1) High Build Epoxy 5.06.0 4
-and- 2) MIL-PRF24596 Water Based Fire Retardy 1.0-2.0
Aluminum: Power tool clean using non | Class 1, Gade A
metallic abrasive padding, to remove all | 3) MIL-PRF24596 Water Based Fire Retards 1.0-2.0
coatings and contamination Class 1, Grade A
Il Same as Option | 1) High Build Epoxy 5.06.0
2) MIL-PRF24607 Chlorinated Alkyd Fire 1.02.0
Retardant
3) MIL-PRF24607 Chlorinated Alkyd Fire 1.02.0
Retardant
ELECTRIC CABLE, ARMORED
I Clean with Adhesion Promoter/Cleaner. | 1) High Build Epoxy 5.06.0 4
Break gloss with sandpaper as required.| 2) MIL-PRF~24596 Water Based Fire Retardy 1.0-2.0
Class 1, Grade A
3) MIL-PRF24596 Water BaskFire Retardan 1.0-2.0
Class 1, Grade A
Il Same as Option | 1) High Build Epoxy 5.06.0
2) MIL-PRF24607 Chlorinated Alkyd Fire 1.02.0
Retardant
3) MIL-PRF24607 Chlorinated Alkyd Fire 1.02.0
Retardant
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INTERIOR SURFACE PREPARATION / DFET
SURFACES TO| OPTION COATING SYSTEM NOTES
BE PRESERVED (ANCHOR PROFILE IN M ILS) (MILS)
ELECTRONICS EQUIPMENT
Electronics 6
Equipment
FURNITURE AND GALLEY EQUIPMENT
I Steel:SSPGSP 3 1) High Build Epoxy 5.06.0 4,7
- and- 2) MIL-PRF24596 Water Based Fire Redant| 1.0-2.0
Aluminum: Power tool clean using non | Class 1, Grade A
metallic abrasive padding, to remove all | 3) MIL-PRF24596 Water Based Fire Retardy 1.0-2.0
coatings and contamination Class 1, Grade A
Il Same as Option | 1) High Build Epoxy 5.06.0
2) MIL-PRF24607 Chlorinated Alkyd Fire 1.02.0
Retardant
3) MIL-PRF24607 Chlorinated Alkyd Fire 1.02.0
Retardant
INACCESSIBLE AREAS
Inaccessible Area) | SSPCSP 10/NACE No. 2 using grit 1) Inorganic Zinc 3.04.0 4,8
Steel conforming to MIL-A-22262 / (1.52.5)
Il Same as Option | 1) High Build Epoxy 5.0-6.0
2) High Build Epoxy 5.06.0
Inaccessiblédreas Roughen mechanically or abrasive blast| 1) High Build Epoxy 5.06.0 8, 20
Galvanized Steel bare metal with clean, fine aluminum oxi{ 2) High Build Epoxy 5.06.0
and Aluminum garnet or equivalent inert material
conforming to CID AA-59316, Type | &
IV /(1.0-1.5)
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INTERIOR SURFACE PREPARATION / DFET
SURFACES TO| OPTION COATING SYSTEM NOTES
BE PRESERVED (ANCHOR PROFILE IN M ILS) (MILS)
INSULATION SURFACES
Insulation I Clean with Adhesion Promoter/Cleaner. | 1) MIL-PRF24596 Water Based Fire Retard{ 1.0-2.0 4
Surfaces, Break gloss with sandpaper as required.| Class 1, Grade A
FiberglassSheet/ 2) MIL-PRF24596 Water Based Fire Retardy 1.0-2.0
Closed Cell PVC Class 1, Grade A
Foam
Il Same as Option | 1) MIL-PRFR24607 Chlorinated Alkyd Fire 1.02.0
Retardant
2) MIL-PRF24607 Chlorinated Alkyd Fire 1.02.0
Retardant
LADDERS, STAINLESS STEEL, GALVANIZED STEL AND ALUMINUM
Do not paint
MACHINERY, INTERIOR
Machinery, Steel:SSPGSP 3 1) High Build Epoxy 5.06.0 9
Operating - and- 2) MIL-PRF24635 Silicone Alkyd, Type Il, C| 2.0-3.0
Temperatures Aluminum: Power tool clean usingnon | 1
Under 2000F, metallic abrasive padding, to remove all
Unmachined coatings and contamination
surfaces
Machinery, Steel, SSPGSP 3 1) Fed Spec T-P-28 Heat Resisting Aluminunj 1.0-2.0 9
Operating Paint
Temperatures Ov 2) Fed Spec THP-28 Heat Resisting Aluminun 1.0-2.0
2000F Paint
PIPING, INTERIOR
Piping, Insulated SSPCSP 3 1) High Build Epoxy 5.06.0
and Uninsulated, 2) MIL-PRF24635 Silicone Alkyd, Type I, C| 2.0-3.0
Under 2000F 1
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INTERIOR

SURFACE PREPARATION /

SURFACES TO| OPTION COATING SYSTEM DFT NOTES
BE PRESERVED (ANCHOR PROFILE IN M ILS) (MILS)
Piping, SSPGSP 3 1) Fed Spec T-P-28 Heat Rsisting Aluminum| 1.0-2.0
Uninsulated, Ovel Paint
2000F 2) Fed Spec TP-28 Heat Resisting Aluminurj 1.0-2.0
Paint
PLASTIC SURFACES
Lightly roughen; all extraneous matter s 1) High Build Epoxy Mist Coat | 19
be removed by washing with Adhesion | 2) High Build Epoxy 2.03.0
Promoter /CleanefGlazed surfaces shall
sanded to promotadhesion.
SHAFTING, INBOARD
Nor-machined SSPGSP 2 1) High Build Epoxy 5.06.0 22
areas
TANKS AND VOIDS
Tanks and Voids,| | SSPCSP 10/NACE No. 2 using grit 1) MIL-PRF23236 Fuel and/or Ballast Tankg 5.0-8.0 10, 11
General conforming to MIL-A-22262 / (1.53.5) 2) MIL-PRF23236 Fuel and/or Ballast Tankg 5.0-8.0
Il Same as Option | 1) MIL-PRF23236 Fuel and/or Ballast Tanks Follow
High Solids, EdgeRetentive Primer Manuf.
2) MIL-PRF23236 Fuel and/or Ballast Tankg Instructions
High Solds, EdgeRetentive Topcoat
Ballast Tanks I SSPGSP 10/NACE No. 2 using grit 1) MIL-PRFR23236 Fuel and/or Ballast Tankg 5.0-8.0 10, 11
conforming to MIL-A-22262 / (1.53.5) 2) MIL-PRF23236 Fuel and/or Ballast Tanks 5.0-8.0
Il Same as Option | 1) MIL-PRF23236 Ballast Tanks 5.08.0
2) MIL-PRF23236 Ballast Tanks 5.08.0
1] Same as Option | 1) MIL-PRFR23236 Ballast Tanks, High Solid{ Follow
EdgeRetentive Primer Manuf.
2) MIL-PRF23236 Ballast Tanks, High Solid§ Instructiong
EdgeRetentive Topcoat
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INTERIOR

SURFACE PREPARATION /

SURFACES TO| OPTION COATING SYSTEM DFT NOTES
BE PRESERVED (ANCHOR PROFILE IN M ILS) (MILS)
Fuel/JP5 Tanks, | | SSPGSP 10/NACE No. 2 using grit 1) MIL-PRF23236 Fuel and/or Ballast Tankg 5.0-8.0 10,11
Service, Storage, conforming to MIL-A-22262 / (1.53.5) 2) MIL-PRF-23236 Fuel and/or Ballast Tankg 5.0-8.0
Overflow, Drain
Il Same as Option | 1) MIL-PRF23236 Fuel and/or Ballast Tankg Follow
High Solids, Edgeretentive Primer Manuf.
2) MIL-PRF23236 Fuel and/or Ballast Tankg Instructions
High Solids, EdgeRetentive Topcoat
Grey Water I SSPGSP 10/NACE No. 2 using grit 1) MIL-PRF23236 Fuel and/or Ballast Tankg 5.0-8.0 10, 11
Sewage, and CH1 conforming to MIL-A-22262 / (1.53.5) 2) MIL-PRF23236 Fuel and/or Ballast Tankg 5.0-8.0
Tanks -or-
Il Same as Option | 1) MIL-PRF23236 Grey Water, Sewage, anq Follow
CHT Tanks High Solids, EdgRetentive Manuf.
2) MIL-PRF23236 Grey Water, Sewage, ang Instructiong
CHT Tanks High Solids, EdgRetentive
Lube Oil and Fuel For new constructionemove mill scale | Apply a heavy coat of lube oil
Tanks, Unballaste with steel shot
with Water
Extraction Systen
Tanks, Potable Steel:SSPGSP 10/NACE No. 2 using grit 1) MIL-PRF~23236 Potable Water Tank Prim{ 4.0-8.0 12, 13,
Water conforming to MIL-A-22262 / (1.53.5) 2) MIL-PRF23236 Potable Water Tank Topqg 10.012.0 | 20, 21
Aluminum: Abrasive blast to bare metal
with clean, fine aluminum oxide, garnet
equivalent inert material conforming to C
A-A-59316, Type | & IV / (1.82.5)
TRANSDUCER HULL RINGS
Interior Surfaces | | Same surface prapation as the Bilge | Use the same coating system as the Bilge |
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INTERIOR SURFACE PREPARATION / DET
SURFACES TO | OPTION COATING SYSTEM NOTES
BE PRESERVED (ANCHOR PROFILE IN M ILS) (MILS)
WOOD, INTERIOR
Wood, Painted I Remove any loose paint by scraping, 1) High Build Epoxy 5.06.0
Interior sanding, or milling the surface. Apply 2) MIL-PRF24596 Water Based Fire Retardy 1.0-2.0

commercial wood paste filler as necessa Class 1, Grade A
to fill dents, holes, andracks.Allow 18 hrs| 3) MIL-PRF24596 Water Based Fire Retard§ 1.0-2.0

for drying. Class 1, Grade A
Il Same as Option | 1) High Build Epoxy 5.0-6.0
2) MIL-PRF24607 Chlorinated Alkyd Fire 1.02.0
Retardant
3) MIL-PRF24607 Chlorinated Alkyd Fire 1.02.0
Retardant
Wood, Stained an Remove varnish as necessary by scrapit 1) Fed Spec T-5-711 Interior Wood Stain -
Varnished Interior sanding.Sand surface smooth, wipe clea| 2) CID A-A-1800 Spar Varnish 1.02.0
3) CID A-A-1800 Spar Varnish 1.02.0
4) CID A-A-1800 Spar Varnish 1.02.0

Bilgessusceptibléo ballastdamageshallbe coatedwith 20 mils of International Interbond 99& other equivalentAnti-Abrasioncoating
Intumescentoatingsarenolongerconsideredo beanacceptablsubstitutefor currently usedfire insulation. Theyareno longerrequiredto be usedon either
insulatedor uninsulatedidesof fire zonebulkheads.Insulatedsidesof fire-zonebulkheadsshall continueto be protectedoy fire insulation. All otherareas
previouslyspecifiedto be coatedwith intumescenpaintshall nolongerrequireintumescenpaint. Theseareashall becoatedo matchtheirsurroundingareasvhen
re-coatingis required. Intumescenpaint mustberemovedn anyareawhereit isincompatible witthewlyappliedcoatings.

Paintaluminumonly asrequiredto preventcorrosion. Always primealuminumbefore paintingto avoidpaintfailure.

Waterbasedcoatingsmay only be appliedwhenambientair and substratdemperatureare above50°F., in orderfor the waterto evaporatecompletelyand form a
continuous coating. Waterbasedcoatingswill notdry atrelativehumidity above80 percent.

Thesecoatingsystemshall notbeusedto replacethermalor antisweatinsulationonany pipingsystems.

In generalglectronicequipmenshall notbepaintedin the field. Minor touchupsof exposedurfacesnaybe madeusingtheinstructionsprovidedin theequipment
technical or service manual.Paintof original matchingcolor shall beused. Informationonthe properpaintandcolor canbeobtainedrom the manufacturer.In cases
wherethe equipmentequirescompleterepainting arrangementshall bemadewith theservicing Logistic CenterElectronicsSupportUnit.
Corrosiornresistansteelfurnitureandgalleyequipmentdecorativeplasticsurfacesuchas thoseontabletops,porcelainsurfacesndinterior brightaluminum
furnitureandgalley equipmentirenotto bepainted.

All inaccessiblevoidsthatbearagainsthe shellshall beweldedtight, tested fottightness, andtreatedby filling anddrainingwith arustpreventivecompound
conformingto MIL - PRF16173,Classll, Grade3. Thesencluderuddersskegssealedroid spacestthe stemandvoidsin thebilgesor voidsconstantlyexposedo
saltwater.
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SFLC STANDARD SPECIFICATION 6310

Working metalsurfaceshall notbepainted. Theyshall be coatedwith a SolventCutback CorrosionPreventiveaCompoundMIL -PRF16173,Classll, Grade3, or
Thin Film CorrosionPreventiveCompoundMIL -PRF81309,Typell, Classl.

Drying timesbetweercoatsandfinal systemcurefor specifiedtankcoatingsotherthan potablewatertanksshall bein accordanceavith manufacturer's
recommendations.

Usea coatingsystenqualifiedto MIL-PRF23236GradeA whenstoring,applying,and curingatatemperatureangeof 20°Fto 50°F. Usea coatingsystenqgualified
to MIL-PRF23236GradeB whenstoring,applying,andcuringatatemperatureéangeof 51° F to 100°F.

All potablewatertankcoating mustbe qualifiedto MIL -PRF23236,Class9.

Drying time betweercoatsfor potablewatertankcoatingsjncludingstripecoat,shall be notlessthan24 hoursataminimumtemperaturef 77°F. Final systencuring
prior to puttingtanksbackin serviceshall benotlessthan7 daysata minimum temperaturef 77°F.

Notused.

Optionl - Bilge EpoxyCoatingSystenPrimer/Topcoats the bestperformingsystemand shallbe usedfor all newconstruction.Dueto ashortpotlife, optimal
applicationof the Bilge EpoxyCoatingSystemTopcoatis doneusingplural componensprayequipmentind is notrecommendetbr applicationoutsideof an
industriallevel activity. Optionll with two coatsof Bilge EpoxyCoatingSystenPrimershouldbe usedat unit andintermedide maintenancéevelactivitieswhere
pluralcomponensprayequipments notavailable.Use Optionlll with two coatsof High Build Epoxywhenmoisturetolerances notrequiredand High Build
Epoxysystemdaveperformedadequatelyn thepast.

Steeldeds subjectto abusdike cargoholdsmaybe coatedwith inorganiczinc(seeNote

4), asspecifiedfor chainlockers.

Self-adhesiveMIL -PRF24667TypeXl, CompPSP e e | 6 caht®placeddnall clean decksurfaceghathavealreadybeenpreparedpainted,or haddeck
coveringsappliedin accordancevith their usageo provideslip resistanceasneededor interior spaces.

Persistentorrosionin a particularareaof analuminumbilge maydictatethe needfor a protectiveHigh Build Epoxycoatingto beappledto thatlocal area.
Paintingplasticsurfacess highly discouragedbut afterit is doneonce,it mustbe maintained.

Foraluminumsurfacesremoveall oil, greasedirt, metaloxides(corrosionproducts)and otherforeignmaterialby cleaningper SSRC-SP1 prior to blastcleaningand
following blastcleaningimmediatelyprior to coating. Theendresultof abrasiveblastingwill bea surfacecleanlinessimilarto thatof SSPGSP 10 for steelwith all
coatingremoved.

NSF/ANSI 61 qualified epoxy patching materialsare allowed for useasa temporaryrepair of potablewatertankswhendeemedhecessary.The patchingmaterial
shouldberemoved andfull repairsperformedatthenextavailability.

CorrosiorresistantnaterialssuchasMonelor Aquametshouldnot bepainted.
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APPENDIX C

CUTTER AND BOAT AUTHORIZED COATINGS

C1 Paintandcoatingapprovalprocedures

Cl.1 Shipsoperatedy the United StatesCoastGuardmayexperienceperatingconditions
significantlymoredemandinghanthoseseerby their Naw or commerciakounterpartsCoatingsthat
performsuitablyin thoseapplicationamayfail prematurelyin CG service Jeading to excessive
recoatingandmaintenanceosts. Forthesereasonsthe CG hasestablishedts own list of approved
coatingsandthis list is includedin Section5 of this AppendixC. TheCG acceptsanilitary specification
(mil spec)andQualified Productd.ist (QPL) coatingsfor those applicationsandareasvheretheir past
performancénasbeenacceptableHowever,constantadvancesn coatingtechnologycreatenew, high-
performanceoatingsthatarelikely to produce significantperformancenhancemerand/orcost
savings.Thereforethe CG hasalsoapprovedcommerciakoatingsfor thoseapplicationsandareasvhere
MIL-Spec/QPL coatigshavenot performedwell, andhasplacedthemon thelist of approvedcoatings.

C1.2All requestsrom manufacturerfor coatingapprovalsshallbe directedto the Office of Naval
Engineering CG-45) for approval. Theaddresss:

Commandan{CG-45) United StatesCoast
Guard2100SecondStreetSW WashingtonDC
20593

C1.3 Requestsor approvalshallbefor completesystemsfrom thefirst coatingon the substrateto the
topcoat. If therequestingnanufacturedoesnot produceall of therequiredcomponatsfor asystem,
acceptabl@roductsfrom othermanufacturershouldbelisted. Request$rom manufacturerfor
coatingapprovalsshall be submittedn writing andshallinclude:

1. A pointof contactwithin the companyjncludingtitle, streetaddressphane,fax, and e-mail.

2. A briefdescriptionof the systemg.g. theintendeduseof the coatingsystemthe numberof

separateoatings andfor eachcoatingits name chemicaltype, requirementgor surface

preparationmixing, applicationandthicknessand the minimumandmaximumtimesfor

drying, intervalsbetweercoats,andrecoating.

A ProductDataSheeffor eachof the coatingsin the coatingsystem.

A Material SafetyDataSheeffor eachof the coatingsn the coatingsystem.

Otherfederalapprovalsof thesystenor its componentssuchasMIL SPEC QPL,U. S.

Maritime Administration(MARAD), or Military SealiftCommandMSC).

6. Additional relevantinformation,suchasstateandlocal approvalsandcertifications, and
resultsof laboratoryandacceleraté tests.

abkw

C1.4 Thefollowing arerequirementsor all coatingsn CGservice:
1. EPA registratiorfor antifoulingcoatings.
2. Volatile OrganicContent(VOC) limits of 400grams/Literfor antifoulingcoatingsand 340
g/L for all othercoatings.
3. Listing onthe Qualified Productd.ist (QPL) for MIL -PRF23236,Class9 for potable water
tankcoatings.

C1.5 Thefollowing arebannedrom CG service.

1. Coatingscontainingleador otherhazardouseavymetals. (Leadfreeis definedin 16 CFR
1303Banof LeadContainingPant andCertainConsumeProductsBearing Lead
ContainingPaintas0.009% or lessleadby weightin the dry paintfilm.)
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Coatingscontainingcoattar derivatives.
Coatingscontaininghexavalenthromiumcompoundsfor examplezinc chromate andother
chromates.
Antifouling coatingscontainingorganotincompoundsfor examplefributyl tin (TBT).
Coatingscontainingasbestos.
Coatingscontainingcadmium.

ous WM

C1.6 Written noticeof productapprovaiwill besenttothema n u f a @aintof centaétand to the
CoastG u a rPdodustlLines. Theproductwill beaddedo thelist of approvedctoatingsn thenext
revisionof this StandardSpecification.

C1.7 Approvalsaresubjectto revocatiorshouldit be determinedhatthe coatingis not performing
satisfactorily.

C1.8 Manufacturersireadvisedthatall laboratorytestingshall be the manufacturer'sesponsibility
andcost. The CG reservetheright to sendarepresentativéo anytestsiteto inspecttestpanelstest
setupstestequipmentgdatasheetsetc.atanytime duringtestperiods.

C2  Approvalfor reformulatedproducts Whena manufacturereformulatesa product previously
approvedoy the CG, the manufactureshallsubmit,in additionto the datastipulated in sectionC.A.3
above aletterexplainingwhat hasbeenchangedandthereasongor the change.The CG will determine
whatstepswill benecessaryo extendapproval. A reformulateccoating musthavea different product
nameor numberthanthe originally approvedoroduct.

C3  Approvalfor renamed myducts Whena manufacturerenames productpreviously approved
by the CG, andthechangds in nameor numberonly, not compositionthe CG will extendapprovalto
the productunderits newname providedthatthe manufacturer:

1. Submitswritten notification to the CG of the changen nameor number.

2. Warrantghattheformulationhasnot changed.

3. Submitsthe datarequiredby sectionC.A.3.

C4 Genericmaterialclassperformanceequirements

C4.1 Adhesionpromoter/cleanerA waterbasedalkalinecleanerfor usein preparatiorfor painting.It
is intendedfor use orfiberglassandclosedcell polyvinyl chloride(PVC)insulation, paintedandplastic
surfacesandbaremetal.An equivalenimaterialto the productsspecified hereinshallmeetthe
following criteria:

1. Waterbaseccleaner.

2. Promotesadhesiorbetweersubstratandpaintandbetweercoatsof paint.

3. Containsno phosphatedialogensghlorinatedsolventsor petroleundistillates,andis

biodegradable.
4. Leavesoresiduewhenrinsedwith freshwater.

C42 Anti-Abrasioncoating,ice breakingcapablevessels<235'. A coatingwith extremelyhigh
resistancéo abrasiorthatis intendedor useon the bow andforwardportionsof ice breaking capable
hulls andis suitablefor usein saltandfreshwater.An equivalentcoatingto the products specified
hereinshall meetthefollowing criteria:

MustbelistedonL | o yRdgist@RecognisedbrasionResistantce Coatings.
Abrasionresistantanticorrosiveepoxy,with a minimumof 85%solids.
Availablein blackard red.
Applicablein asinglecoat,with atotal dry film thicknessof 16-20 mils.
Mustbeableto applyMIL -PRF24647Typell ablativecopperantifoulantby usinga tie coat
of MIL-PRF24647Typell anticorrosiveepoxy.

a) Thetie coatmustbeaMIL -PRF24647 anti-corrosiveepoxy.

abrwNE
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b) All componentgantiabrasiorepoxy/epoxiytie coat/ablativecopperantifoulant) must
be fromthe samemanufacturer.

C4.3 Anti-Abrasioncoating.ice breaker>235. A coatingwith unusuallyhigh resistancéo abrasion
thatis intendedfor use orthebow andforward portionsof polaricebreakehulls. It will havelow
adhesiorto ice andlow frictional resistance An equivalentcoatingto the products specifiedherein
shallmeetthefollowing criteria:
Provenrecord(atleastthreeyears)of usageasanunderwatercoatingfor polar icebreakers.
Canoperatdn temperatureaslow as-60°F.
Abrasionresistantanticorrosiveepoxy,with a minimumof 90%solids.
Availablein a minimumof two colors,blackandred.
Applicablein asinglecoatwith atotal thicknesgyreaterthan30 mils meandry film
thickness.
Othersalientcharacteristics:
a) AbrasionresistanceTaber(ASTM D4060,1 kg, CS-17 wheel): 50 mgweight loss
max.
b) Adhesion ElcometefASTM D4541):1000psi min.
c) Kinetic friction coeficient with ice lessthan0.03at velocitiesrangingfrom 10 to 25
cm/s.

aghrLONE

o

C4.4 Bilge epoxycoatingsystem An anticorrosiveepoxycoatingsystenfor applicationin bilgesand
forepeakswith a primerthatcanbeappliedto wet or dampsurfacesandanedge retentivetopcoat. An
equivalentcoatingsystemo theproductsspecifiedhereinshallmeetthe following criteria:
1. Applicableby brushroller, or spray.
2. Nodewpointrestrictions applicableat relativehumidity of 10%to 100%.
3. It can beappliedonwate jettedsurfaceswvith minimumconditionsasfollow:
a) SSPCSP WJ3(M)/NACE WJ3(M)
b) SSPCVIS 4/NACE VIS 7: ModerateFlashRusting(M)
Essentiallyl00%solidsandfew or noVOCs.
Edgeretentive.
Nonflammable.
Goodchemicalresistance.
Provenrecord(a minimum of two years)of useasa bilge/forepealsystem.

N O~

C4.5 Corrosioninhibitive thermoplastic Systendesignedo provideprotectionfor flanges, valves,
bolts,andothertopsideequipmentonsistingof sprayappliedthermoplastiémpregnatedwith a
corrosia inhibitive oil. Thethermoplasti@ncapsulatinghetopsideequipmenshallbe hotmelt
sprayedat 300°F-350 F ata minimum80 mils thicknessThe appliedthermoplasticcoatingshallbe
easilyremovableby cuttingand/orpeelingaway.Removedmaterialshouldbe recyclable. Othersalient
characteristicenclude:

1. ASTM B117i noblisters,norust,nodelaminatiorafter 3000hours.

2. Suitable forservicefrom -76 F to 190°F.

3. ASTM G154i full film integrity after 1000hoursof UVB

4. Nornrhazardousor transportpurposes.

C4.6 Foulingreleasesystem A nontoxiccoatingfor boathulls thatresistsattachmenof fouling. The
coatinghas dow-energysurface andits primarymechanisnfor releasingouling doesnotrely on
dissolving,polishing,eroding,or reducingin thicknessAn equivalentcoatingto the productsspecified
hereinshallmeetthefollowing criteria:

1. Thecoating,appliedandcuredasdirectedby the manufacturershallbeallowedto foul for
30daysin subtropicawaters. Whenexposedo flowing seavaterat 18 knotsfor 30
minutes the coatingshallreleaseatleast80% of the settledfouling. The areacoveredby
residualfouling shallbe measure@ndrecorded.This cycleshallbe repeatedix times.At
the conclusionof eachcleaning the areacoveredby residual fouling shallnot begreater
thanatanypreviouscleaning.

2020 APPENDIX C-3 6310



SFLC STANDARD SPECIFICATION 6310
2. HavereceivedEPA concurrencéhatregistrations notrequired.
3. Easilycleanedy low pressuravashing(<1000psi) or by light wiping with spongesor soft
cloth.

C4.7 High build epoxy. A two-componentepoxycoatingintendedor generauseasanall- purpose
high-performanceoatingthatis qualifiedfor useunderMIL -PRF232360r asan anticorrosiveunder
MIL -PRF~24647.All colorsareauthorizedor generalise.

C4.8 High turbulencecoating A coatingthatresistssemovalunderturbulentconditionswhich is used
asatopcoatto protectagainstcavitationerosionon appendagesf theunderwatebodyof ships,
especiallystructuresaft of the propellersuchastherudder strutsandfins. An equivalent coatingto the
productsspecifiedhereinshall meetthefollowing criteria:
1. Provenrecord(a minimumof threeyears)of useas acoatingsystentor high
turbulent/cavitatiorpronesurfaces.
2. Othersalientcharacteristics:
a) Maximumrate d cavitationerosion(modified ASTM G32): 40 micrometers/hour
b) Nominalincubationtime (modified ASTM G32): 30 minutesminimum

C4.9 Inorganiczinc. A self-curing,solventbasednorganiczinc-rich primerfor useon properly
preparedsteelsurfaces.This high-solids,VOC-compliant,inorganiczinc-rich primer protectssteel
galvanicallyandhaltssubfilm corrosion. Whendamagedit continuego protect theunderlyingsteelby
cathodicprotection It will withstandseverewveatherconditionsand aggressivexposures.This primer
maybetop-coatedor usedwithouttopcoatfor instancepn buoydecks.An equivalentcoatingto the
productsspecifiedhereinshallmeetthefollowing criteria:
1. Althoughoptimalrelativehumidity maybe higher,the coatingmustbe ableto cureat a
relativehumidity downto 50%.
2. Othersalientcharacteristics:
a) Color: Gray(GreenGrayis acceptable)
b) Metallic zinc content:80% minimumby weightin dry film
c) Adhesion(ASTM D4541): 1000psimin
d) Flexibility: No crackswhenbent180°overa l1-inchmandrel
e) Impactresistancé ASTM D2794): 60inch-poundsmin.

C4.10 Organiczinc. An epoxytypeanticorrosiveprimerfor use orproperly-preparedsteel surfaces
exposedo severandustrialor marineenvironmentsThis primermustbetop-coatedo attah maximum
protectivequalities. An equivalentcoatingto the productsspecifiednereinshall meetthefollowing
criteria:
1. Applicableby brushroller, or spray.
2. Othersalientcharacteristics:
a) Metallic zinc content:80 % by weightminimumin dry film
b) Adhesbn (ASTM D4541): 1000psi min.
c) Flexibility: No crackswhenbent180°overa 1-inch mandrel

d) ImpactresistancédASTM D2794): 60inch-poundsmin.
e) SurfacetoleranceManufacturemwill warrantperformancen surfacesleanedby
waterjet to WJ-2 andNV-2 standhrds

C4.11 Polysiloxanesystem Topsidecoatingsystenfeaturinga durablepolysiloxanecoating with
superiorglossandcolor retentionthatis usedasthetopcoatfor exteriorapplicationsOn steelthe
polysiloxanesystenconsistof the polysiloxanetopcoatthatis appliedto a zincrich primer,or azinc
rich primerwith anepoxymid-coat,or anepoxyprimer,or directto metal. A coatingequivalento the
polysiloxanetopcoatproductsspecifiednereinshallmeetthefollowing criteria:

1. It can beappledto bareor primedsteel,galvanizedsteel,aluminum,epoxyprimer, glass

reinforcedplastic,organiczinc primer,andinorganiczinc silicateprimer.
2. Primermustbeableto beappliedto a waterjettedsurface.
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3. Canbeappliedby brushroller, or spray.
4. Othersalientcharacteristics:
a) Elongation(ASTM D522): 10 %minimum
b) Impactresistancé ASTM D2794): 80inch-poundsmin.
c) Adhesion(ElcometerASTM D4541):1600psi min.
d) TaberAbrasion(ASTM D4060,CS-17 wheel, 1kgload, 100Qycles):90 mg max.
e) 60°Glossretention(2000hrs QUV): 10 glossunitsmax. Color changg1000 hours
QUV): 3 CIELAB unitsmax.
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C5. CG approvedcoatings/materials

C5.1.Genericcategories

0

GENERAL MATERIAL

CLASS COATING FED-STD-595 COLOR
ADHESION PROMOTER/CLEANER (Use following @imilar material.)
PPG Prep 88 -
ANTI-ABRASI ON COATI NG, | CE BREAKI NG CAPABLE VESSELS, <2356
International Intershield 163 Inerta 160 (ERA163/ERA 160) Black / Red
PPG/Sigma Sigmashield 1200 Black / Red

ANTI-ABRASION COAT

ING, ICEBREAKER>235

International Intershield 163 Inerta 160 (ERA163/ERA 160)

Black / CG Red

BILGE EPOXY COATING SYSTEM

Primer SherwinWilliams Euronavy ES301K (Temp. >59 deg F) Light Gray, Dark GrayRed Oxide, Light Green (White can
-or- only be used as topcoat, not as a primer)
SherwinWilliams Euronavy ES301L (Temp. from 4B deg F)

Topcoat SherwinWilliams Euronavy ES301S (Not recommended for applicatio| Light Grey, Red Oxide

unit level activities due to short pot life.)

Primer/Topcoat

International Intebond 998

Off-White, Haze Gray,
Terracotta Red

Primer/Topcoat

PPG Amercoat 240

Off-White, Buff, Haze Gray, Oxide Red, Pastel Green

CERAMIC INSULATION COATING

Mascoat MarineDTM (formerly Mascoat Delta T) White

TempCoat Brand TemyCoat White
CORROSION INHIBITIVE THERMOPLASTIC

EnviropeelUSA Enviropeel Various
DIELECTRIC SHIELD FAIRING COMPOUND

| International Interline 624 (Sprayable) | Buff/Gray/White
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GENERAL MATERIAL

COATING

FED-STD-595 COLOR

CLASS
SherwinWilliams Novaplate UHS Primer/Intermediate (Sprayable) Buff/Blue OAP
Siemens Capastic (Trowelable) Olive Green
Somay Hycote 461 (Underwater repair only) Black
FOULING RELEASE SYSTEM
International Intersleek System
Intergard 264 (FPL 27&PA 327 | FPJ 03&PA 327) Red / Gray
Intersleek 731 Tie Coat (BXA730/BA731) Light Pink
Intersleek 970 Finish (FXA 979) Black
HIGH BUILD EPOXY (General purpose epoxies from MARF24647 and MILPRF23236)
PPG Amercoat 235 Various
PPG Amercoat 236 Various
PPG Amercoat 240 Various
PPG Amercoat 385 Various
Hempel Hempadur 4514U Various
Hempel Hempadur 45150 Various
International Intergard (264) FP Series Various
International Intertuf (262) KH Series Various
NCP NBR 235 Various
SherwinWilliams Seaguard 5000 HS Various
SherwinWilliams Duraplate235 B67235 Series/B67V235 Various
HIGH TURBULENCE COATING
PPG Amercoat 238 Black / Red
PPG Amerlock 400 Black / Red
Hempel Hempadur MultiStrength 35530 Black / Red
Somay Hycote 151 Epoxy (Can be applied underwater) Black / Red
Somay Hycat 165 Epoxy Black / Red
International Intershield 803 Gray / Red
International Interzone 1000 Black / Red
Jotun Marathon Black / Red
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GENERAL MATERIAL

COATING

FED-STD-595 COLOR

CLASS
INORGANIC ZINC
PPG Dimetcote 9H Green
International Interzinc 22HS (QH5067H) Gray
[Do not use Reddish Grg@H5055H)]
SherwinWilliams Zinc Clad Il Plus Gray-Green
B69VZ12/ B69VZ15/B69D11
ORGANIC ZINC
PPG Amercoat 68HS RedGray
Hempel Hempadur 173609830 RedGray
International Interzinc 75V (EPA075V) Red
Jotun Barrier MZ4 | V13F4 Yellow-Green
SherwinWilliams Zinc Clad IV Gray-Green
PPG/Sigma Sigmacovéinc Primer 1l 7402 RedBrown
POLYSILOXANE SYSTEM
Zinc Rich Primer
Hempel Hempadur Zinc 17360 RedGray
PPG Dimetcote 302H Green
SherwinWilliams Fast Clad Zin&S Gray-Green
Epoxy Primer/MidCoat
Hempel Mastic 45880/45881 Various
PPG Amercoat 235 Various
PPG Amercoat 240 Various
PPG Amerlock 2 (Temp. <90 deg F) (rebranded SigmaCover 2 in the | Various
PPG Amerlock 400 (Temp. >90 deg F) (refitad SigmaCover 400 in thq¢ Various
U.K)
SherwinWilliams 5000 HS Various
Polysiloxane
Hempel Hempaxane Light 55030 Various
PPG PSX700FD(Faster Dry CureTemp.<90 deg F) Various
PPG PSX700 (Standard CureTemp. >90 deg F) Various
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SFLC STANDARD SPECIFICATION 6310

GENERAL MATERIAL
CLASS COATING FED-STD-595 COLOR

SherwinWilliams Polysiloxane XLEBO/XLE-80 HAPS Free Various
Milspray Repair Kits (aerosol/roller/brush) containing PPG FF8R Various

SYNTHETIC WOOD FINISH (Use following or similar material.)
Akzo Nobel Sikkens Cetol Marine Satin
Akzo Nobel Sikken€etol Marine Gloss Gloss Overcoat
Flood Deks Olje #1 Matte
Flood Deks Olje #2 Gloss Overcoat
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SFLC STANDARD SPECIFICATION 6310

C.52. Military/federal specification Although NationaStockNumbers are provided foronvenience, angroductghatarelisted onthe Qualified Products
List (QPL) for a given military/federalspecification maye used.If thereis no QPL fora given military/federakpecification, anyproductcertifiedas
meetingall requirement®f thatspecification maype used.

MIL -SPEC COATING FED-STD-595 COLOR NATION AL STOCK NO. QUANTITY U/l
FED SPEC TTP-28 ALUMINUM HEAT RESISTING PAINT

NCP N6974 Aluminum - - -

PPG Amercoat 5412 Aluminum - - -

Randolph CHI01340 Aluminum - - -

Randolph E7808 Aluminum - - -

SherwinWilliams N43S00150 Aluminum - - -

FED SPEC T1S-711 STAIN, OIL TYPE, WOOD, INTERIOR (Cancelled, but still available through GSA or use commercial equivalent)

Cherry 801000-1654422 1.0 gt QT
Dark Mahogany 801000-281-2075 1.0 gal GL
Dark Oak 801000-165-8628 1.0 gt QT
Dark Cak 801000-281-2072 1.0 gal GL
Dark Walnut 801000-281-2076 1.0 gal GL
Light Oak 801000-597-8226 1.0 qt QT
Light Oak 801000-166-0746 1.0 gal GL
Light Walnut 801000-281-2074 1.0 gal GL
Mahogany 801000-161-7264 1.0 pt PT
Mahogany 801000-165-8627 1.0qt QT
Maple 801000-281-2077 1.0qt QT
Maple 801000-598-7669 1.0 gal GL
Red Mahogany 801000-281-2071 1.0 gal GL
Walnut 801000-597-8225 1.0 gal GL

CID A-A-1800 SPAR VARNISH OIL (Cancelled, but still available throughAG8 use commercial equivalent)

- 801000-597-7856 1.0 gal GL

MIL-PRF16173 CORROSION PREVENTION COMPOUNDS, SOLVENT CUTBACK, COLD APPLICATION, THIN FIL&Agss I, Grade 3)

Daubert NoxRust 503 DHS - - - -

Daubert Tectyl 894 - - - -

EsgardPL-3 - - - -
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SFLC STANDARD SPECIFICATION 6310

MIL -SPEC

COATING

FED-STD-595 COLOR

NATION AL STOCK NO.

QUANTITY

u/l

F & L Tectyl 894

MIL -PRF23236 COATING SYSTEMS, FOR SHIP STRUCTURES

Fuel and/or Ballast TanKapplied at temperatures >%{) (Type V or VI/Class 5/Grade C)

PPG Amercoat 236

International Intergard 264 (F&eries/FPA327)

International Interline 604 (THA660
Series/THA 665)

SherwinWilliams Tankguard N11.00 Series

SherwinWilliams Seaguard 5000HS (N1360
Series/N11V350)

Fuel and/or Ballast TanKapplied at teperatures 3F to 50F)

(Type V or VI/Class 5/Grade B

International Intergard 264(FP Series/[FCA32

Ballast Tankg

applied at temperatures >%) (Type V or VI/Class 7/Grade C)

PPG Amercoat 235

PPG Amercoat 240

PPG Amercoat 385

International Intertuf 262 (KHA Series/KHA
062)

NCP NBR 235

SherwinWilliams Duraplate 235/Duraplate
UHS

Ballast Tanks(applied at temperatures 32to 56F) (Type V o

r VI/Class 7/Gradg)

PPG Amercoat 235

International Intertuf 262 (KHA
Series/KHA414)
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SFLC STANDARD SPECIFICATION 6310

MIL -SPEC COATING FED-STD-595 COLOR NATION AL STOCK NO. QUANTITY U/l
Fuel and/or Ballast Tanks, High Solids, EdRetentive(applied at temperatures >%0) (Type VIl/Class 5 /Grade C)
PPG Amercoat 133 Various - - -
PPG Amecoat 240 Various - - -
International Interbond 998 (KRA Series) Various - - -
International Interline 624
Primer: THA626/THA627 Buff - - -
Topcoat: THA 620 Series/THA627 Various - - -
International Interline 783
Primer: THA787/THA785 Pink - - -
Topcoat:
THA783/THA785 Gray - - -
THA782/THA785 Buff - - -
SherwinWilliams Primer:
DuraPlate UHS B62H210/B62V210 Buff - - -
DuraPlate UHS B62L210/B62V210 Blue - - -
SherwinWilliams Topcoat:
DuraPlate UHS B62W210/ B62V210 White - - -
DuraPlate UHSB62W?210/ B62GV210 Green - - -
DuraPlate UHSB62W?210/B62AV210 Light Gray - - -
SherwinWilliams Primer (@ 48 mils DFT):
FastClad Primer B62L.245/B62V245 Blue - - -
SherwinWilliams Topcoat (@ 1&2 mils
DFT): White - - -
Fast Clad ER
B62W230/B62V230 Green - - -
Fast Clad ER
B62W230/B62GV230 Light Gray - - -
Fast Clad ER
B62W230/B62AV230
SherwinWilliams Primer:
NovaPlate UHS B62H220/B62V220 Buff - - -
NovaPlate UHS B62L220/B62V220 Light Blue - - -
SherwinWilliams Stripecoat/Topcoat:
NovaPlate UHS B62W220/B62V220 White - - -
NovaPlate UHS B62A220/ B62V220 Gray - - -
NovaPlate UHS B62W?220/ B62GV220 Green - - -
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SFLC STANDARD SPECIFICATION 6310

MIL -SPEC COATING FED-STD-595 COLOR NATION AL STOCK NO. QUANTITY U/l
SherwinWilliams Primer:
NovaPlateUHS B62H220/B62V221 Buff - - -
NovaPlate UHS B62L220/B62V221 Light Blue - - -
SherwinWilliams Stripecoat/Topcoat:
NovaPlate UHS B62W220/B62V221 White - - -
NovaPlate UHS B62A220/ B62V221 Gray - - -
NovaPlate UHS B62W220/ B62GV221 Green - - -
PPG/Sigma Primer/Stripecoat/Topcoat:
Edgeguard 5427 Cream - - -
Edgeguard 5428 White - - -
Warren 7301-01/S301-01 Various - - -

Ballast Tanks, High Solids, EddRetentive(applied at temperatures >%) (Type VIl/Class 7/Grade C)

PPG Primer:
Amercoat 133 White/Red/Green - - -
PPG Stripecoat/Topcoat:
Amercoat 333 Pale Blue/Buff/ Pastel - - -
Green/Gray
SherwinWilliams Euronavy
Primer:ES301K Red/Haze Gray/ Green - - -
Topcoat: ES301S White/Gray/Red/Haze Gray - - -
PPG/Sigma Primer:
Sigmaguard BT Primer 5404 Amber 8010014707107 1.0 gal KT
Sigmaguard BT Primer 5404 Amber 8010014707113 5.0 gal KT
PPG/Sigma Stripecoat/Topcoat:
Sigma Sigmaguard BT 5443000 Gray 8010014708105 1.0 gal KT
Sigma Sigmaguard BT 5443000 Gray 8010014707126 5.0 gal KT
Sigma Sigmaguard BT 5443674 Aqua Green 8010014708108 1.0 gal KT
Sigma Sigmagard BT 5411S674 Aqua Green 8010014708110 5.0 gal KT
Sigma Sigmaguard BT 5447000 White 801001-4707129 1.0 gal KT
Sigma Sigmaguard BT 5447000 White 801001-470-7124 5.0 gal KT

Ballast Tanks, High Solids, EddRetentive(applied at temperatures-32°F) (Type VIl/Class 7/Grade B)

[ SherwinWilliams Euronavy | |
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SFLC STANDARD SPECIFICATION 6310

MIL -SPEC COATING FED-STD-595 COLOR NATION AL STOCK NO. QUANTITY U/l
Primer:ES301L Red/Haze Gray/ Green - - -
Topcoat: ES301S White/Red/Gray /Haze Gray - - -

Grey Water, Sewage, and CHT Tanks High Solids, ERigientive (applied at temperatures SFAType VII/Class 13/Grade C)

International Interline 624

Primer: THA626/THA627 Buff - - -

Topcoat: THA 620 Series/ THA627 Various - - -
International Interline 783

Primer: THA787/THA785 Pink - - -

Topcoat:
THA783/THA785 Gray - - -
THA782/THA785 Buff - - -
Shewin-Williams Primer (@ 48 mils DFT):

FastClad Primer B62L.245/B62V245 Blue - - -
SherwinWilliams Topcoat (@ 12 mils
DFT):

Fast Clad ER White - - -
B62W230/B62V230

Fast Clad ER Green - - -
B62W230/B62GV230

Fast Clad ER Light Gray - - -
B62W230/B62AV230

2020

APPENDIX C-14

6310




SFLC STANDARD SPECIFICATION 6310

MIL -SPEC COATING FED-STD-595 COLOR NATION AL STOCK NO. QUANTITY U/l

SherwinWilliams Primer:

NovaPlate UHS B62H220/B62V220 Buff - - -

NovaPlate UHS B62L220/B62V220 Light Blue - - -
SherwinWilliams Stripecoat/Topcoat:

NovaPlate UHS B62W220/B62V220 White - - -

NovaPlate UHS B62A220/ B62V220 Gray - - -

NovaPlate UHSB62W220/ B62GV220 Green - - -
SherwinWilliams Primer:

NovaPlate UHS B62H220/B62V221 Buff - - -

NovaPlate UHS B62L220/B62V221 Light Blue - - -
SherwinWilliams Stripecoat/Topcoat:

NovaPlate UHS B62W220/B62V221 White - - -

NovaPlate UHS B62A220/ B62V221 Gray - - -

NovaPlate UHS B62W220/ B62GV221 Green - - -
PPG/Sigma Primer/Stripecoat/Topcoat:

Edgeguard 5427 Cream - - -

Edgeguard 5428 White - - -

Edgeguard 5428000 Gray - - -
Warren 7301-03/SafeT Plus Various - - -

Potable Water Tank (applied at temperatures® b ype VII, Class 9, Grade C)

PPG
Primer: Amercoat 133 Primer: White/ Tank Primer - - -
Green
Topcoat:Amercoat 333 Topcat: Offwhite, Buff - - -
PPG
Primer: Sigmaguard CSF 585 Blue/ White - - -
Topcoat: Sigmaguard CSF 585 Blue/ White - - -
SherwinWilliams
Primer:
DuraPlate UHS B62H210/B62V210 Buff - - -
DuraPlate UHS B62L.210/B62V210 Blue - - -
Topcoat:
Dura-Plate UHS B62W210/ B62V210 White - - -
DuraPlate UHS B62W210/ B62GV210 Green - - -
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SFLC STANDARD SPECIFICATION 6310

MIL -SPEC COATING FED-STD-595 COLOR NATION AL STOCK NO. QUANTITY u/l

Potable Water Tank (applied at temperatures®b6 ype VI, Class 9/18, Grade C) [Single CodDptically Active Pignent (OAP) only]

SherwinWilliams

SherPlate PW White - - -
B62W260/B62V265

SherPlate PW Blue - - -
B62L260/B62V265

MIL -PRF24176 CEMENT, EPOXY, METAL REPAIR & HULL SMOOTHING

Belzona 1311 Ceramic-Nletal Gray - - -
Belzona 111 Super Metal Gray - - -
Belzona 1211 BMetal Gray - - -
Chesterton ARC 10 Gray - - -
Chesterton ARC 858 Gray - - -
Enecon Epoxit 6003/403 Gray - - -
Enecon Metalclad Duralloy Gray - - -
Enecon Metalclad CeramAlloy CP Gray - - -
Flamemaster § 2725 Gray - - -
International Intergard 822 (EAA 200/EAA 20 Red - - -
ITW Devcon Ceramic Repair Putty Dark Blue - - -
ITW Devcon Plastic Steel Putty (A) Gray - - -
ITW Devcon Titanium Putty Gray - - -
ITW Philadelphia Resins GP119K Repair Blue - - -
Conpound

United Resin Epoxy Metal Repair Compound Black - - -

MIL -PRF24596 NONFLAMING FIREPROTECTIVE COATING COMPOUNDS

Rosewood 22519 801001-208-5832 1.0 gal GL
Rosewood 22519 801001-208-1774 5.0 gal CN
Beach Sand 22563 801001-206-4712 1.0 gal GL
Beach Sand 22563 801001-208-7772 5.0 gal CN
Sun Glow 23697 801001-209-1153 1.0 gal GL
Sun Glow 23697 801001-2087774 5.0 gal CN
Clipper Blue 24516 801001-2081775 1.0 gal GL
Clipper Blue 24516 801001-208-7773 5.0 gal CN
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SFLC STANDARD SPECIFICATION 6310

MIL -SPEC COATING FED-STD-595 COLOR NATION AL STOCK NO. QUANTITY U/l
Pastel Green 24585 801001-2081779 1.0 gal GL
Pastel Green 24585 801001-208-1780 5.0 gal CN
Pastel Blue 25526 801001-208 7776 1.0 gal GL
Pastel Blue 25526 801001-209-1155 5.0 gal CN
Bulkhead Gray 26307 801001-208 1781 1.0 gal GL
Bulkhead Gay 26307 801001-208 7778 5.0 gal CN
Yellow Gray 26400 801001-208 1777 1.0 gal GL
Yellow Gray 26400 801001-2087775 5.0 gal CN
Pearl Gray 26493 801001-208 1782 1.0 gal GL
Pearl Gray 26493 801001-209-3195 5.0 gal CN
Green Gray 26496 801001-209-1154 1.0 gal GL
Green Gray 26496 801001-2081776 5.0 gal CN
Soft White 27880 801001-2081778 1.0 gal GL
Soft White 27880 801001-208 7777 5.0 gal CN
Class 1, Grade A, Application A & B (Water
based):

Bennette MILPRF24596B F25A Various - - -
Hempel 515US
Hempel 595US Various - - -
International Intercryl 451 Various - - -
NCP Mil-PRF24596B Latex Enamel Various - - -
NoFire A-18NV Various - - -
PPG Amercoat 601N
SherwinWilliams MIL-PRF24596B N41300 Various - - -
Series Various - - -
Various - - -
Class 1, Grade C, Application A & B (Solvent]
based:
International Interlac 537v Various - - -
NCP MIL-PRF24596B Solvent Based Various - - -
PPG Amercoat 8315C
Various - - -
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SFLC STANDARD SPECIFICATION 6310

MIL -SPEC COATING FED-STD-595 COLOR NATION AL STOCK NO. QUANTITY U/l
MIL-DTL-24607 NONFLAMING INTERIOR CHLORINATED ALKYD ENAMEL
Rosewood 22519 801001-344-5086 1.0 gal GL
Rosewood 22519 801001-344-5097 5.0 gal CN
Beach Sand 22563 801001-344-5085 1.0 gal GL
Beach Sand 22563 801001-344-5096 5.0¢gal CN
Sun Glow 23697 801001-344-5088 1.0 gal GL
Sun Glow 23697 801001-344-5099 5.0 gal CN
Clipper Blue 24516 801001-3445087 1.0 gal GL
Clipper Blue 24516 801001-3445098 5.0 gal CN
Pastel Green 24585 801001-344-5090 1.0 gal GL
Pastel Geen 24585 801001-3445101 5.0 gal CN
Pastel Blue 25526 801001-344-5095 1.0 gal GL
Pastel Blue 25526 801001-344-5106 5.0 gal CN
Bulkhead Gray 26307 801001-344-5091 1.0 gal GL
Bulkhead Gray 26307 801001-344-5102 5.0 gal CN
Yellow Gray 26400 8010-01-344-5093 1.0 gal GL
Yellow Gray 26400 801001-3445104 5.0 gal CN
Pearl Gray 26493 801001-3445094 1.0 gal GL
Pearl Gray 26493 801001-344-5105 5.0 gal CN
Green Gray 26496 801001-344-5092 1.0 gal GL
Green Gray 26496 801001-344-5103 5.0 al CN
Soft White 27880 801001-344-5089 1.0 gal GL
Soft White 27880 801001-3445100 5.0 gal CN
There is no QPL for MIEDTL-24607. Use the following or equivalent:
PPG Amercoat 8905 Various - - -
International Interlac 537V Various - - -
NCP MIL-DTL-24607 Various - - -
SherwinWilliams MIL-DTL-24607B N41 Various - - -
150 Series
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SFLC STANDARD SPECIFICATION 6310

MIL -SPEC COATING FED-STD-595 COLOR NATION AL STOCK NO. QUANTITY u/l

MIL -PRF24635 SILICONE ALKYD ENAMEL [Use following NSNs or procure directly from manufacturer listed on most currenR@d35(series). ©lors without
NSNs are available through GSA on demand]

Brown, Gloss 10080 (available through GSA on demand

Tan, Gloss 10324 801001-433-8367 1.0 gt QT
Tan, Gloss 10324 801001-433-8365 1.0 gal GL
Spar, Gloss 10371 801001-396-6804 1.0qt QT
Spar, Gloss 10371 801001-360-9307 1.0 gal GL
Red, Gloss 11105 801001-396-6803 1.0 qt QT
Red, Gloss 11105 801001-396-6798 1.0 gal GL
Red, Gloss 11105 801001-349-9006 5.0 gal CN
International Orange, Gloss 12197 801001-360-9306 1.0 gal GL
CG Red Gloss 12199 801001-360-9305 1.0 gal GL
Orange, Gloss 12246 801001-433-8361 1.0qt QT
Orange, Gloss 12246 801001-4338381 1.0 gal GL
Yellow, Gloss 13538 801001-396-6805 1.0 gal GL
Yellow, Gloss 13538 801001-349-9005 5.0 gal CN
Yellow, Lusteless 33538 (available through GSA on demand)

Chartreuse, Semigloss 23814 (available through GSA on demand)

Dark Green, Gloss 14062 801001-349-9007 | 5.0 gal | CN
Bright Green, Gloss 14260 (available through GSA on demand

Light Green, Gloss 14449 801001-433-8370 1.0 gt QT
Light Green, Gloss 14449 801001-433-8369 1.0 gal GL
Dark Blue, Gloss 15044 801001-4338371 1.0 gt QT
Dark Blue, Gloss 15044 801001-433-8374 1.0 gal GL
Blue, Gloss 15123 801001-3966797 1.0 gt QT
CG Blue, Gloss 15182 801001-396-6796 1.0 qt QT
CG Blue, Gloss 15182 801001-360-9304 1.0 gal GL
Light Blue, Gloss 15200 801001-433-8382 1.0 gt QT
Light Blue, Gloss 15200 801001-433-8373 1.0 gal GL
Dark Gray, Gloss 16081 801001-433-8384 1.0 gt QT
Dark Gray, Gloss 16081 801001-4338379 1.0 gal GL
Blue Gray, Gloss 16099 801001-360-8068 1.0 gal GL
Blue Gray, Gloss 16099 801001-374-8954 5.0 gal CN
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SFLC STANDARD SPECIFICATION 6310

MIL -SPEC COATING FED-STD-595 COLOR NATION AL STOCK NO. QUANTITY U/l
Gray, Gloss 16187 801001-356-2940 1.0 gal GL
Light Gray, Gloss 16376 801001-3752175 1.0 gal GL
Black, Glos 17038 801001-350-5239 1.0 gal GL
Black, Gloss 17038 801001-344-6695 5.0 gal CN
Black, Semigloss 27038 801001-344-5320 1.0 gal GL
Black, Lusterless 37038 801001-356-2938 1.0 gal GL
Black, Lusterless 37038 801001-3446703 5.0 gal CN
Gold, Gbss 17043 (available through GSA on demand
Dark Purple, Gloss 17100 (available through GSA on demand
Purple, Gloss 17142 801001-433-8375 1.0 gt QT
Purple, Gloss 17142 801001-433-8388 1.0 gal GL
White, Semigloss 27886 801001-382-1810 1.0 gal GL
CG White, Gloss 17925 801001-397-3935 1.0 gal GL
PPG Amercoat 5410 Various - - -
PPG Amercoat 8431A/8432A/8433A Various - - -
Hempel 539 US Various - - -
International Interlac 800/Interlac 2 Various - - -
BLP Mobile Jack Tar Silicam Alkyd Enamel Various - - -
NCP MIL-PRF24635 Dynaspec 250/Dynaspé¢ Various - - -
340
SherwinWilliams MIL-PRF24635 N40 Various - - -
Series/N44 Series
Stic-Kote S42-635 Series Various - - -

MIL -PRF24647 ANTICORROSIVE AND ANTIFOULING SHIFHULL PAINT SYSTEM
Anticorrosives (Grade A VOC level does not exceed 340 g/l))
PPG Amercoat 235 Gray 801001-3595513 1.0 gal KT
PPG Amercoat 235 Gray 801001-359-7235 5.0 gal KT
PPG Amercoat 235 Red 801001-3597236 1.0 gal KT
PPG Amercoa?35 Red 801001-3166741 5.0 gal KT
Hempel Hempadur 451411480 Low Temp Gray 801001-4192432 5.0 gal KT
Hempel Hempadur 451460630 Low Temp Red 801001-4192427 5.0 gal KT
International Intertuf 262 Gray 801001-421-2963 5.0 gal KT
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SFLC STANDARD SPECIFICATION 6310

MIL -SPEC COATING FED-STD-595 COLOR NATION AL STOCK NO. QUANTITY U/l
Internationalintertuf 262 Red 801001-421-2964 5.0 gal KT
International Intertuf 262LT Low Temp Gray 801001-421-2967 5.0 gal KT
International Intertuf 262LT Low Temp Red 801001-421-2966 5.0 gal KT
Anticorrosives (Grade B VOC level does not exceed @§/1))
PPG Amercoat 240 Gray/Red - - -
Hempel Hempadur 451501480 Gray 801001-4192434 5.0 gal KT
Hempel Hempadur 451580630 Red 801001-4192431 5.0 gal KT
International Intergard 264 Light Gray 801001-241-9721 5.0 gal KT
International Itergard 264 Red 801001-268-7583 5.0 gal KT
International Intergard 264LT Low Temp Light Gray 801001-241-9723 5.0 gal KT
International Intergard 264LT Low Temp Red 801001-2687584 5.0 gal KT
SherwinWilliams Seaguard 5000 HS Gray/Red - - -
Antifoulants, Noncopper Ablative (Type I, Class 2, Applications 1 & 4)
International Interspeed 5640 Black 801001-597-6012 5.0 gal KT
International Interspeed 5640 Red 801001-597-6011 5.0 gal KT
SherwinWilliams SeaVoyage Copper Free Black - - -
N51B301
SherwinWilliams SeaVoyage Copper Free Red - - -
N51R301
Antifoulants, Copper Ablative (Type Il, Class 1, Grade A or B)
PPG ABC #3 Black 801001-210-7812 1.0 gal GL
PPG ABC #3 Black 801001-210-7813 5.0 gal CN
PPG ABC #3 Red 8010-01-211-4815 5.0 gal CN
Hempel Olympic 766009990 (Also Grade B) Black 801001-4192428 5.0 gal CN
Hempel Olympic 7660%1110 (Also Grade B) Red 801001-4192435 5.0 gal CN
International Interspeed 640 Red 801001-339-8708 5.0 gal CN
Internatinal Interspeed 640 Black 801001-339-8707 5.0 gal CN
SherwinWilliams Seaguard P30BQ12 (Also Black 801001-467-5561 5.0 gal CN
Grade B)
SherwinWilliams Seaguard P30RQ10 (Also Red 801001-467-5559 5.0 gal CN
Grade B)
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MIL -SPEC COATING FED-STD-595 COLOR NATION AL STOCK NO. QUANTITY U/l
MIL -PRF24667 NONSKID COATING SYSTEM
Type |, Comp G High Durability, Rollable Deck Coating
Primers:
Dark Gray 26008 801001-397-3986 1.0 gal KT
Dark Gray 26008 801001-397-3810 5.0 gal KT
Light Buff 22516 801001-397-3987 1.0 gal KT
Light Buff 22516 801001-397-3811 5.0 gal KT
AST MS-7CZ Gray/Light Gray/ Buff
PPG Amercoat 137 Dark Gray/Buff
International Intershield 456 Orange/Buff
International Interbond 998 Various
Randolph Navy Metal Primer Buff/Gray
Topcoat: 36076 801001-397-3802 5.0 gal KT
AST MS-400G

AST MS400G LSA (Low Solaibsorbing)
AST MS-400-100G (High Solids)

AST MS400-100G LW (High Solids)

AST MS440G

AST MS-440GLR (Spray Only)

AST MS-660G UV/LSA (UV Resistant
Epoxy/Low Solar Absorbing)

AST MS-4100G Lightweight (High Solids/UV
Resistant/Low Solar Absorbing/30
Lighter Weight)

PPG Amercoat 138G

International Intershield 6GV (High Solids/Lo
Solar Absorbing)
Randolph Randogrip Navy G

Type lll, Comp Gi Standard Durability, Rollable Resilient Deck Coating

Primer:
AST MS-7CzZ Gray/Buff

Epoxy Intermediate Membrane:
AST MS-1600 Flexible

Dark Gray - - -
Topcoat:
AST MS-660G UV/LSA 36076 - - R
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MIL -SPEC

COATING

FED-STD-595 COLOR

NATION AL STOCK NO.

QUANTITY

u/l

AST MS-880G

Type V, Com

p Q@ Extended Durability, Rollable Deck Coati

ng

Primer:

AST MS-8CZ

AST MS9CZ

International Intershield 456
International Interbond 998

Dark Gray/Buff/ Haze Gray
Gray/Buff
Orange/Buff
Various

Topcoat:
AST MS-5000G

AST MS5101G
International Intershield 6GV

36076

Type VIII, Co

mp Gi Low Temperature Cure, Rollable Deck

Coating

Primer:
AST MS-11CZ
International Intershield 486

Dark Gray/Buff/ Haze Gray
Orange/Gray

Topcoat:
AST MS-8000G

AST MS-8000L LT
International Intershield 9G
International Intershield QUV/LSA

36076

Types |, lll, V, and VIIIT Color Toppings

Color Toppings
Dark Gray

Red
White
Yellow

AST MS-200

AST MS-275

PPG Amercoat 229T
International Interlac 800
Randolph Randoco@65 Series

36076
31136
37875
33538

801001-397-3816
801001-397-3815
801001-397-3812
801001-397-3814

5.0 gal
5.0 gal
5.0 gal
5.0 gal

KT
KT
KT
KT

Type XI, Comp PS (only dark gray or aluminum color is authorized)

3M/LAB SafetyWalk 770 (Black 710 is not
authorized) Coars8lip Resistant Surfacing

16099 (Dark Gray)

(Peel 06nd Stick)
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MIL -SPEC

COATING

FED-STD-595 COLOR

NATION AL STOCK NO.

QUANTITY

u/l

3M/LAB SafetyWalk Edge Sealing Compoun
No. 5569

Jessup 3820 Safety Track
(Black 3810 is not authorized)

Jessup Safety Track Edge Sealer

Gray

MIL -C-81309 C

ORROSION PREVENTIVE COMPOUND, W

ATER DISPLACING, ULTRAIN FILM

Type Il - Soft Film, Class  Nonpressurized
Container

803000-213-3279

1.0 gal

GL

Type Il - Soft Film, Class  Nonpressurized
Container

803000-262-7358

5.0 gal

CN
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C6. Procuremeninformation

C6.1. GovernmenServicesAdministration(GSA). Themostconvenienimethoddor ordering
coatingsandsuppliesthroughGSA are foundn Chapterd PaintingOrganizatiorand Supervision.
Following are GSA resourcgto placeordersor getquestionanswered:
1. GSA CustomeSBerviceis availableat 816-926-7315.
2. Accesgo GSA Advantagemmaybe obtainedat www.gsaadvantage.gowor questionscall the
GSA Advantagénelplinetoll-freeat877-472-3777.
3. Forup-to-dateMultiple Award Schedulénformationvisit the Schedule&-Library at
www.fss.gsa.goM-or orderingassistancer for additionalinformation,contactthe GSA,
Hardwareand AppliancesCenterCustomelServiceat816-926-7315.

4. Faxor mail aMIPR to theaddresbelowfor a 48hourturnaround.For questionscall GSA.
GeneralServicesAdministration FederalSupplyService(6FEI) 1500
EastBannisterRoad Kansa<City, MO 641313087
8169266757/ Fax:816:926:7971

5. TosubmitastandardMILSTRIP requisition,a FormDD 13486 maybe faxedr mailed to the
aboveaddress.

C6.2. Venderinformation The following phonenumbersare providedfor the venderslisted in CG
Approved Coatingsor elsewherdn this manual. The FederalSupply Service (FSS)Multiple Award
Scheduleontractnumberis providedwhereavailable.

3M SafetyWalk CoarseSlip ResistanSurfacing(Pre Cut or Rolls) andEdge Sealerare
availablefrom:

LouisianaAssociationfor theBlind 1750ClaiborneAvenue
ShreveportLA 711034189

3186356471/ Fax:318635-8902
(Mandatorygovernmenapprovedsourceunderthe JWOD Program)

AbbeyProducts400E. Tioga St.
PhiladelphiaPA 19134
2157399960

AST-AmericanSafetyTechnolgies 130 CommerceDrive
Montgomeryville, PA 18936
2158558450/ Fax: 2158554688

Belzonalnc.

2000N. W. 88 Court

Miami, FL 33172

3055944994/ Fax: 3055991140
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BLP Mobile PaintManufacturingCo. 4775HamiltonBoulevard
Theodore Alabama36582
251-443-6110/ Fax: 251-408:0410

ChestertorCompany860 SalemStreet
Groveland MA 01834
8002254497/ Fax:877-553-6105

DaubertChemicalCompany|nc. 4700S. CentralAve.
ChicagoL 60638
7084967350

EneconCorp.

6 PlatinumCourt

Medford,NY 11763
516-349-0022/ Fax: 516-3495522

EnviropeelUSA
1128SouthWestStreetindianapolisndiana46225
317631-:9100/Fax:317-631-9101

Esgard]nc.
515DebonnaireRoad
Scott,LA 70583
3372346327

Flamemaste€orp. 13576DesmondSt.
PacoimaCA 91331
818982-1650

TheFlood Company

1212Barlow RoadP.O.Box 2535
Hudson,OH 442360035
3306504070/ Fax:330-650-1453

HempelCoatinggUSA), Inc. 600 ConroeParkNorth Drive Conroe,TX 77303

9365236000/ Fax:936:523-6073

InternationalPaintinc. CustomerOrderServiceDept. 6001 Antoine Street

Houston,TX 77091
800-654-7692/ Fax: 7136841295
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ITW Devcon

30 EndicottStreet

DanversMA 01923
978777-1100/ Fax: 9787740516

ITW PhiladelphiaResins130 CommerceDrive
Montgomeryville, PA 18936
2158558450/ Fax: 2158554688

JessupManufacturingCompany2815WestRoute120
McHenry,IL 60051
8159184165/ Fax:8153850079

JotunPaints,Inc. 9203Highway?23
P.O.Box 159

Belle Chassel. A 70037
504-394-3538/ Fax: 5043943726

MascoatProducts4310CampbellRd
Houston,TX 77041
713.465.0304 Fax:713.465.0302

Milspray

1985SwarthmoreAve., Suitel
Lakewood,NJ 08701
732-886-2223/ Fax: 732-886-2250

NCP Coatingsinc. 225Fort Street
Niles,MIl 491260307
2696833377/ Fax: 269683-3305

NoFire Technologiesinc. 5 JamesSt.
SouthHackensackiNJ 07606201-818-1616

PPG Protectivé& Marine Coatings11605Vimy RidgeRoad
Little Rock,AR 722192610

501-4554500/ Fax:501-407-9948

FSS:GS10F8896H expires Sep2018

RandolphProductsCompany33 HaynesCir.
Chicopee MA 01020
4135924191/ Fax:413594-7321
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SherwinWilliams CompanyMarine CustomeiService 101 Prospecive.
655 Guild Hall

ClevelandOH 441151075

877-877-7115/ Fax:800-792-2776
FSS:GS10F~0004Jexpires31Jan2018

SiemendNaterTechnologis 2 Milltown Ct.
UnionNJ 07083
908-851-2277/ Fax: 908-851-6906

Sigma(Acquiredby PPG) SikkensWood Finishes

Akzo Nobel Coatingsinc. CustomeiService1845Maxwell Street
Troy, M| 48084
248637-0400/ Fax:248637-5252

SomayProducts)nc. 4301N.W. 35th Avenue
Miami, Florida331424382
3056336333/ Fax:3056385524

Stic-AdhesiveProductsCo., Inc. 3950Medford Street
Los Angeles,CA 90063323-2682956

Temp-CoatBrandProductsL.LC 301 W.Airline Hwy, Ste.100
LaPlacelLA 70068
985-651-2911/ Fax:985-651-2964

UnitedResinCorp. 4359NormandyCt. RoyalOak,MI 48073248549-8200

C6.3. Procuremendf miscellaneougems
A. Military/FederalSpecificationsanbe obtainedat no chargeonlinefrom thefollowing DOD
website: https://assist.dla.mil/online/start
B. SAEAMS-STD-595- ColorsUsedin GovernmenProcurementT hefollowing itemsare
available:
1. FanDeckof representativeolors,0.5x 2 inch color chips.The NationalStock Number
for thisis 769001-162-2210.

2. SAE AMS-STD-595Color Book, consistingof an8.5x 11inch compilationof the
representativeolor chips,each0.5x 1inchin size.Individual paintcolorsare arranged
in tabsby color family and ineachtab,sequentiallyfrom light to dark andaccordingo
color chipnumber.Theseareformattedin threeparallel columnscorrespondingo flat,
semiglossandgloss.

Individual 3 x 5inch colorreferencechips
Color setof all 650color referencechips(3inch x 5inch)
Thesdtemsare onsaleby GSAatthefollowing address:

abrw

GSA PropertyManagementGSA/CO/3QSCB
490L 6 E n PlazaktastS.W.,Suite8214 WashingtonD.C. 20407

C. Surfacepreparatiorspecificationsaandvisual standardsireavailablefrom: The Societyfor
ProtectiveCoatings

40 2Ath Street,6th Floor
Pittsburgh PA 152224656
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412-281-2331/ Fax:412-281-9992
WWW.SSPC.0rg

NACE International

P.O. Box 201009

Houston,TX 772161009
281-2286223/ Fax:281-2286329
http://www.nace.org

D. Decals(hnumerals|etters,andCoastGuardemblemsarestill availablefrom UNICOR as listed
in contract#DTCG2396-D-ECV058althoughthe contracthasexpired:

UNICOR FederaPrisonindustries3150Horton Road
FortWorth, TX 76119
800-827-3168/817413-3206/817413-3207
WWW.unicor.gov

E. Decals(numeralsletters,andCoastGuardemblems)andcontrolledsubstancecontraband
seizurdogosareavailablefrom:

BraceEnterprisesl0250SE 138Terrace
Dunnellon,FL 34431

3524894442/ Fax: 354894476
www.braceenterprise.com
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APPENDIX D

NEW CONSTRUCTION REQUIREMENTS FOR COATINGS AND
CORROSION CONTROL OF UNITED STATES COAST GUARD
VESSELS

D1. General. This appendixcontainghe new constructiomequirementsor preventionof deterioratiorof
United StatesCoastGuard(USCG)vesselslueto corrosionandotherrelated detrimentalenvironmental
effects. This standardspecificationin conjuncton with a ShipSpecificPerformancé&pecificationand
new constructiorguidelineswill specifysurfacepreparationmaterialso useandthe applicationof
preventivemeasuresuchaspaints,deck coveringsandcathodicprotectionsystemsAll newconstriction
specificationgor USCG vesselsmustfully complywith therequirementsf this Appendixandthe
coatingsystemsf AppendicesA-C.

D1.1 New constructiormaterials All new constructiomaterialgsteel,aluminum,plasticand wood)
receivedoby the shipbuildershallbe storedin suchasmannersoasto preventenvironmentategradation.

D1.2 Maintainingfit-for-useconditionof steeland aluminumWhenreceived newsteeland aluminum
shallbeabrasiveblastedto a 0.0005to 0.001linch (0.5to 1.0mil) surfaceprofile and coatedwith aUSCG
approvedpreconstructioprimerto amaximumdry film thicknessof 0.001 inch (1.0 mil). The
preconstructiomprimer shall maintainthe metalin afit-for-useconditionfor atleastoneyear. Touchup
of deterioratd preconstructiomprimeris allowed.

D1.3 Maintainingfit-for-useconditionof plasticandwood. Plasticandwoodshallbecleanedf all dirt,
greaseoil, preservativeandmold releaseagentsPlasticandwoodshallbe storedand maintainedn an
enclesedclimatecontrolledstoragdacility whererelativehumidityis maintainedat 50% maximum.

D2. CorrosionPreventiorandControl Plan(CPAC) The SFLC CPAC PrograrRG,CGTO PG85-00-
60-S, providesguidancdor developmenbf a CorrosionPreventiorandControl Plan for new acquisition.
Thecorrosioncontrol planshalltakeinto accountcurrentlyapprovedand/or qualified materials,
environmentategulationspersonnesafetyrequirementsindvesselkservice life evolutionsuchas
dockingandupkeepmainterancecycles. Thecorrosioncontrol planshall includeall QA requirements
presentedhroughouthis Appendix.

D3. Environmentateadings

D3.1 Measureandrecordambientand metal surfacetemperatureg,elative humidity, anddew point ata
minimum of four-hour intervals during the entire preservationprocesswhich shall be recordedfrom
conditionson-site,in closeproximity to the structurebeingcoated.

D3.2 Coatingsappliedto critical areasshallbe appliedonly whenthetemperaturef the prepared
substratds greaterthan50°F anda minimumof 5°F abovethe dew point.

D3.3Maintaintherelativehumidity in atankor void spaceata maximumof 50 percenfrom thestartof
abrasiveblastingto cureof thetopcoat.

Surfacepreparation

D4.1 Accomplish degreasing/cleaning ensuraemovalof surfacecontaminantssuchassea salts,loose
rust, mud, marinegrowth, greasegil, andotherpetroleunproducts.
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D4.1.1Accomplishdegreasing/cleaningmaximumof 4 hoursprior to surfacepreparatiorto ensue
removalof surfacecontaminants.

D4.1.2If evidenceof contaminatiorexists,accomplishdegreasing/cleanirgmaximumof 4 hoursprior
to applicationof eachcoatof paintto ensuraemovalof surfacecontaminants.

D4.2 Prior to applicationof coatingsto all critical surfacespreconstructioprimershallbe removedoy
dry abrasiveblastingmethods. Theabrasivematerialsusedshallbe newandshallbe qualifiedto military
specificationMIL -A-222620r anabrasivematerialapprovedy the USCG and ofsufficient hardnesso
establisha 0.002to 0.003inch (2.0to 3.0mils) peakto-valley anchortoothprofile onthe metal.
Minimum surfacecleanlinesonditionshallbein accordancewith the SSPCSP 10, neawhite metal(or
equivalentor aluminum).

D4.2.1 Following blastingoperations, measure and record surface-peaklley profile for all critical
areas.Five profile readingshallbe taken for the first 1,000 squafeet (with a minimum o6 profile
readings taken¥pr each additional 1,000 squdeet, 2 profile readingshallbe takenEachgroup of
profile readingshallaverage? to 4 mils, with no readindess tharone mil nor more than #ils. If such
profile is not presentproper profile must be establish@&tofile readingshallbe takenn accordance
with Method Bor C of ASTMD4417, Standard Test Methods for Field Measuremerwfface Profile
of Blast Cleaned Steel, with the exception of averadingurface profilerequirements of the
manufacturer's instructions are greater thangpetified herein, theyshallsupersede this requirement.
Followingtheabrasiveblastoperationthe blastedsurfaceshallbe evaluatedor contaminatiorby soluble
saltssuchaschlorides. Theevaluatiortestmayeitherbethecottonball swabmethodof collection
followed by titration or the Bresleblister patchmethodof collection. Five determinationshallbe
conductecdeveryl,000squardeet. Areaslessthanl,000squardeet shallhavefive determinationsnade.
The maximumallowablesolublesaltpregnceis 3 microgramgper squarecentimetetror if conductivityof
thesolublesaltis determinedthe maximumallowableconductivityis 30microsiemen$ centimeterfor
immersionsurfacesThe maximumallowablesolublesaltpresencés 7 microgramspersqguae centimeter
or if conductivity of thesolublesaltis determinedihe maximumallowableconductivityis 70
microsiemen$ centimeteifor nonimmersionsurfaces.If conductivitymeasurementsxceedhe
respectivesalues waterwashthe affectedareaswith freshwater. Dry the affectedareasand removeall
standingwater. Accomplishsurfaceconductivitycheckson affectedareasRepeat stepuntil satisfactory
levelsareobtained Evaluationreportsareto bemaintainedy the ShipbuilderQC Departmentor review
by the USCG andheappropriatggovernmentrepresentative.

D4.2.3Thefirst coatof anticorrosivepaintshallbe appliedbeforethe blastedmetalsurface has
deterioratedo lessthana SSPCSP 10 surfacecondition. Deterioratedsurfaceshallbe resbredto a
SSPCSP10 surfaceconditionbeforeapplicationof anycoating.

For paintapplicationto metalin non-critical areasthefirst coatof the paintsystenmay beappliedovera
sound cleanandintactpreconstructiomprimer. Compatibility betweerthe preconstructioprimerandthe
anticorrosivepaintshallbe demonstratetb the designatedgovernmentepresentative.

D5. Hydrostatictesting A hydrostatidestis atestwhereacomponentportionof asystempor entire
systemis pressurizeavith aliquid or gasandinspectedor leakageanddeformationThe hydrostatidest
shallbe performedafteranyrequiredcleaningandflushingbut prior to any requireddisinfection. Joints,
includingnewweldsandweld repairs,shallbeleft uninsulated,unpainied,andexposedor examination
duringthetest,unlessheyhavebeenpreviously satisfactorilytestedo requiredpressureldeally all
weldingandtestingof weldsshouldoccur beforeanycoatingis applied. Thisis notalwaysthecaself a
coatingwas appliedandthen subsequentveldingor repairperformedrequiresa hydrostatidest,the
coatingwill beremoved andthedisturbedarearepaired.
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D6. Coating materials

D6.1 Underwatehull andboottop aread steelwoodandGRP vessels

D6.1.1Underwaterhull andboottop paintsystemsn accordancevith AppendixA shallbe appliedto
abrasiveblasted SSPCSP10) metalatthesamedry film thicknessandthe same numberof coatsas
qualifiedor approvedandaslistedfor a specificservicelife. Whether qualifiedto amilitary specification
or approvedy the USCG,anyantifoulingpaintusedshallbe registeredy the US Environmental
ProtectionAgency(EPA).

D6.1.2Clean,dry, oil andgreasdtree plasticandwoodshallbelightly roughenedy hand sandingwith
120grit abrasivepaper.Careshallbetakento avoidcreatinguneverroughareasthatwill actas ait wi ¢ k 0
for thefirst coatof paint. Anticorrosivepaintis notrequiredalthoughit maybe appliedto avoid masking
woodor plasticfrom adjacentmetalareas.

D6.2 Underwatehull andboottop aread aluminumvesselsUnderwatethull andboottop paintsystems
(anticorrosivepaintandantifouling paint) shall be nornrmetallic paintsapprovedoy the USCGin
accordancevith AppendixA, shallbeappliedto abrasiveblasted SSPCSP10 equivalentialuminumat
thesamedry film thicknessandthe samenumberof coatsasapprovedand adistedfor a specificservice
life. Antifouling paintsthatcontainabiocidecompatiblewith aluminummustberegigeredwith theUS
EPA.

D6.3 Freeboargndtopsides Freeboarcindtopsidescoatingsystemsanticorrosiveand cosmetic
coatingsareappliedto abrasiveblasted SSPCSP 10 orequivalenfor aluminum) metalandwill be
installedin accordancevith Appendk A. The PolysiloxaneSystemasdefined in AppendixC shallbe
applied. Powdercoatingsconformingto MIL -PRF247120r qualifiedto MIL -PRF23236maybe applied
to specifictopsidecomponentssubjectto USCGapproval. An exteriorshipcolor schemedevelogdby
the shipbuilderin accordancevith the Coatingsand Color Manual, COMDTINST M10360.3(series)shall
be approvedy the USCG.

D6.4Tanks,Bilges,andFloodableVoids. Coatingsappliedto tanks,bilgesandvoidsshallbefa hi g h
s o | anticertosivecoatingsystemsnstalledin accordancevith AppendixB. Corrosion monitoring
systemswill bedevelopedandinstalledin high useballastandfuel/compensatinfuel tanks.

D6.5 Interior spaces Coatingsystemsareto beappliedin accordancevith AppendixB.

D6.5 Smallinaccessiblevoids andspaces Vapor phasdnhibitor, NSN 685001-4139361, shallbeused
asacorrosioncontrolsystenin theseareasPreservativéreatmenshallnotbe requiredwithin welded,
watertight airtight,andsmallinaccessibleoidswhoseboundariesre notexposedo theseaor to
standingwater.

D7. CoatingapplicationQA requirements

D7.1 Film thicknesameasuremenisMeasureandrecordDry Film ThicknesqDFT) of each coatapplied
for the coatingsystems.DFT readingdor eachcoatshallbetakenin accordancewith SSPCPA 2. Wet
Film ThicknesqWFT) readingsarerequiredin lieu of DFT readinggor anycoatthatmustbein atacky
statewhenthe nextcoatis applied.Apply anadditionalcoatof anysinglecoatof a multiple coatsystem
whenthatcoatmeasuregessthanits specifiedDFT. Multiple coatsshallbeof contrastingcolor. DFT of
eachcoat,includinganadditionalcoatif applied,shallnotexceedhe specifiedmaximumthicknesdor
eachcoat.
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D7.2 Stripecoating Stripecoatingrefersto the practiceof applyinganextralayerof painton areassuch
ascornersgedgesandwelds. (It is notto beconfusedwith the methodof painting stripesfist r i pi ng o,
discussedn AppendixC of SFLCTechnicalStandards31.) Stripe coating will build up the coating
thicknessat edgesvherepainttendsto shrinkawayfrom the edge surfaceandfail prematurelylt alsofills
in surfacerregularitiessuchasporosityin welds.Stripe coatsshallbeappliedprior to the applicationof
the primercoat.Stripecoatingshallbe of a differentcolor or contrastingcolor thanthe primercoat.
Stripecoatingfor asinglecoatsystem mustbe doneprior to singlecoatapplication.Usethe samecoating
for the stripecoataswasused for the primer coat. Stripecoatingis aprovenmethodfor increasinghe
usefullife of acoating systemlt is requiredfor all critical areas.

D7.2.1Forall areagequiringstripecoating,confirmthatstripecoathasbeenappliedto all edgesweld
seamswelds of attachmentaindappendagesutouts,cornersputts,foot/handholds(including
inaccessiblareassuchasbacksideof piping, undersideof I-beams)andother mountinghardwargnon
flat surface). Stripecoattheseareasafterthe prime coathasdried.

Stripecoatingappliedshallbe neatin appearanceminimizing extrathicknessappliedto edgesas well as
streaksanddropsof paint. Thestripecoatshallencompasall edgesaswell asatleasta oneinchborder
outsideeachedgeandweld.

D7.2.2For norredgeretentivecoatingsradiusingof edgess recommendetb ensurenaximum service
life. If edgesarenotradiusediheservicelife couldbesubstantiallyeduced.

D7.2.3Deburringandgrindingof weld spattelis recommendetb ensuremaximumsevice life. If weld
spattelis notremovedtheservicelife of the coatingcouldbe substantiallyreduced.

D7.3Holidaycheck Performavisualholidaycheckon eachcoatof thesystem. Any holiday foundshall
be markedandtoucheadup.

D8. Environmentabndpersonnetafety

D8.1 Regqulationsin generalthe useof the coatingsandcoatingsystemsspecifiedin this chaptemwill
ensurecompliancewith all StateandFederakir quality regulationgegardingcontrol of volatile organic
compoundgVOC) andhazardousir pollutants(HAPS)atthistime.

Additionally, the useof theabrasivesandcoatingsandcoatingsystemsn this specificationwill ensurehat
thelevel of hazardousieavymetalswill bebelowthatrequiredto beclassifiedasa non-hazardousvaste.
Theshipyardis requiredto complywith all Federal StateandLocal regulationsconcerningair pollution
andhazardousvastedisposal.

D8.2 Personneprotectiveequipment The useof the materialscitedin this specificatiorwill generally
resultin extremelylow level of compoundgonsideredazardouso humanhealth,it mustberecognized
thati z & rod e rfom anghazardousnaterialis not possiblein the shipyardindustrialenvironment.
Thereforeijt is requiredthatall paintersandabrasve blastersshallcomplywith the useof personal
protectiveequipmen{PPE)asprescribedy thelocal industrialhygienistandHealthAdministrations.

D9. Miscellaneous

D9.1 Miscellaneousreasanditems Miscellaneousareasanditemsnot specifiedin this documenshall
be preservean acasebasisin accordancevith thelatestUSCG directives.
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D9.2 Cathodic Protectian

D9.2.1Underwatehull. ForvesselsvherelmpressedCurrentCathodicProtections used, cathodic
protectionof the underwatehull areashallbeaccomplishedby meansof a USCG approvedmpressed
CurrentCathodicProtection(ICCP) systenthatwill providea potentialof

0.85volts with respecto asilver-silver chloride (Ag/AgCI) referencecell. ThelCCP systemshallbe
desigred usinganalyticaltools suchasPhysicalScaleandComputeModelingand layoutshallbe pre-
approvedoy the USCG priorto procuremenandinstallation. The ICCP systendesignandlayoutshall
providea potentialof i 0.85volts (Ag/AgCL) for upto 15%of the hull exposediueto paintdamage,
duringimportandunderwayconditionsandshallbecapableof full automaticoperationduringthisrange
of conditions.For vesselsvheresacrificialanode cathodicprotectionis used the numberandplacement
of anodesshallbein accordancavith Naval ShipsTechnicalManualChapter633. Theuseof aluminum
anodeswill requirespecial consideration.

D9.2.2Tanks,voids,andbilges Wherecathodicprotectionof tanks,voidsandwet bilgesis
implementedit shallbeaccomplishedy meansof zinc anodesonformingto MIL -DTL-18001. The
numberandplacemenbf anodesshallbein accordancevith Naval ShipsTechnicalManual Chapter633.
Theuseof aluminumanodeswill requirespecialconsiderationln general,aluminumanodesmaybe in
oil tanksprovidedthe potentialenergyof the anodedoesnot exceed 200ft-lbs wheretherisk of sparking
from afallen aluminumanodewill not haveadverseeffects on thespaceprotected.

D9.3Testing

D9.3.1General Theshipyardis requiredto maintainrecordsof paintma n u f a desteartiicatésas
partof receiptinspectionf deliveredpaintsandcoatingslt is thes h i p yraspotsib#ityto store
paintsandcoatingsn accordancevith thema n u f a crécammendaiians.

D9.3.2 Paintinspection In additionto the shipyardquality control paintinspectionsthe shipyardis
requiredto arrangegor anindependenPaintandCoatingsinspectorcertifiedasain Specinal i st 0
accordanceavith NACE or otherrecognizedstandardTheindependenPaintand Coatingsinspectoris to
monitorthe coatingsandcorrosioncontrol processwitnessandcertify all requiredPaintProcesseand
requiredtests. The Paintand Coatingsinspectoiis to maintainrecordsof all monitoringandtest
certificatesfor reviewby the USCG and/oothergovernmentrepresentatives.

D9.3.3Paintingcontractorcertification An independenPaintandCoatingsinspectoiis not requiredif
the contractor{prime andsub)performingcoatingspreservatiorwork in critically coatedareasare
currentlycertified underthe Societyfor ProtectiveCoatingsSSPCQP 1 certificationprogram.Detailson
this programareavailableat_www.sspc.org/certification Record=of all monitoringandtestcertificates
mustbemaintainedor reviewby the USCG and/orothergovernmentepresentatives.

D9.3.4Blaster/applicatocertification All applicatorsandpumpoperatorsaapplyingcoatingsvia plural
componensprayequipmentrerequredto havecompletedhe Societyfor Protective CoatingsMarine
PluralComponeniApplicator Certificationprogram(SSPGC 14). Spray paintersshallbecertifiedin
accordancevith The Societyfor ProtectiveCoatingsAirless Spray Basics(SSPCC 12) or SSPCGC 14.
Blastersshallbecertifiedin accordancevith The Societyfor ProtectiveCoatingsAbrasiveBlasting
Program(SSPCC 7). BlastersperformingUItra-High Pressurevaterjetting mustbe certifiedin
accordancevith The Societyfor ProtectiveCoatingsWaterJettingProgram(SSPCC 13). Sub-contractors
mustalsoconformto theserequirements.Detailson theseprogramsareavailableat:
http://www.sspc.org/certification/indidualcertification.html.
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APPENDIX E
QA-1- QUALITY ASSURANCEINSPECTION FORM
(PRESERVATION CHECKLIST)
VesselName Hull # Work ltem # Work Item Title

Location of Work (incl. frame# 6 s ) Area (sqft)

CHECKPOINT 11 COATING SYSTEM COMPLIANCE

| Ensure all coatingare in compliancwith SFLC StandardSpecification 6310AppendixC.
CHECKPOINT 2 - PAINT STORAGE

| Ensure all coatingarekeptat atemperature 085 to 85°Fatall times, unlesstherwise specifiebly the coatingmfg.
CHECKPOINT 3- AMBIENT CONDITIONS
Ensure surfacandsurroundingemperatureare eactbetweerb0and 90°Hor waterbasectcoatings, and 35 arb°Ffor other coating
unlessotherwise specified bjhe coating manufacturer(s).
Ensure maximumelative humidity(RH) is asfollows, from surface preparatiorierough final curing ofopcoat50%for tanks, voids,
vent plenum; and 85%6r all otherareaspnlessotherwise specifiedy manufacturer(s).
Ensure surfaceemperaturés atleast 5°Fabovethe dewpoint, unlessotherwisespecifiedby the coatingnfg.
CHECKPOINT 4 - PRE-SURFACE PREPARATION
Removesurface contaminangsoluble saltslposerust,mud, andmarinegrowth)with low pressure frestvaterwashdown (maximum§
psi). If oil andgrease are preast, perfornsolventcleaning,asper SSPC SHL.
Verify equipmentetup, blast media, amstirfacepreparation methodsatchdesignated testoupon.
CHECKPOINT 5 - SURFACE PREPARATION
Verify environmental conditionseeCHECKPOINT3).
Ensure cleantiessof preparedsurfaces asperspecification(i.e.. SSPCSRP11, SP10, SPWJ-2, etc).
Verify surface anchaorofile usingASTM D4417-MethodsB or C againstSFLC StandardSpecification 6310@equirements. Conducpr,
readingsata minimumof 5 locationsfor thefirst 1000sgft area, an& locationsfor eachsucceeding 1008qft area.
Measure soluble salt conductivityaccordancevith SSPGGuide 15. Conducts measurementsereach 100&qft aregmax. threshol
microsiemens/crior nonsubmegedsurfaces, 3@nicrosiemens/crfor submergedurfaces).
CHECKPOINT 6- PRIMER COAT APPLICATION
Verify environmental conditionsee CHECKPOINB).
Verify propermixing andstandin (induction)times.
Ensureno paintis appliedwhenthe temperaturis expectedo dropto freezingbeforethe painthasdried.
Ensure surfacesre completelgry, unlessotherwise allowedby the coatingmanufacturer(s).
Verify wetfilm thicknesgWFT) atrandom to preventunderor overapplication. Verify final DFT.
Brushoutall runs,sags, dripsandpuddles.

Performvisual inspectiorior holidaysandotherdefects.

CHECKPOINT 71 STRIPE COAT APPLICATION

Verify environmental conditionsee CHECKPOINB).

Ensure overcoating windowasperma n u f a énstuations. 6 s

After primercoat (mistcoat afteinorganiczinc), bruskapplyun-thinned coabf sameprimer paintoveredgesweld seamsgut-outs, ar
areasof complex geometrie® 3-4 mils wetfilm thicknesqWFT).

CHECKPOINT 81 TOP COAT APPLICATION

Verify environmental conditionsee CHECKPOINB).

Ensure overcoating windowasperma n u f a énstuations. 6 s

Verify propermixing andstandin (induction)times,asapplicable.

Verify wetfilm thicknessat random, to preveninderor overapplication.

Brushoutall runs,sags, dripsandpuddles.

CHECKPOINT 97 FINAL INSPECTION

Verify final systemdry film thickness.Conduct5 setsof 3 readingsfor eachof the first3 100-sqft areasfollowed by 5 setsof 3 readin
eachsucceedig 1000sgftarea.

Ensure thasystemcureis in accordance witmanufacturer'sscommendatiofor intendedservice.

Ensurepotablewatertank exhaustventilationis maintainedcontinuouslyfrom and during coatingapplicationthroughfinal system ¢
exhausgll solventto the atmosphere arid preventsolvententrapment.

Forimmersioncoatings(includingtank U/W body),recorddateand time othefollowing events:

Final coat application: / ; Returnto service oremovalfrom environmentontrols /

CHECKPOINT 10 i RECORD KEEPING
| Completesign,andsubmit all providedQA InspectionForms.
NAME OF QP1INACE INSPECTOR | SIGNATURE

CERT. # | DATE / TIME

UNIT | DATE / TIME

NAME OF CG REPRESENTATIVE | SIGNATURE
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SFLC STANDARD SPECIFICATION 6310

QA-2-QUALITY ASSURANCEINSPECTION FORM

(ENVIRONMENTAL READINGS)

VESSEL NAME HULL #

WORK ITEM #

WORK ITEM TITLE

USE ONE SHEET FOR EACH ACTIVITY. RECORD CONDITIONS EVERY FOUR HOURS FROM BEFORE SURFACE PREPARATION TO
APPLICATION OF FINAL COATING SYSTEM COAT .

ACTIVI TY (SURFACE LOCATION TEMPERATURE
PREPARATION, PRIMER
DATE & TIME | COAT, BARRIER COAT, | (FRAME & DECK, - % REL.
TOP COAT, g| RELATION TO (oY) HUMID - ITY
e, 6 DEW PT. | SURFACE | AMBIENT | DP - Surface|
NAME OF QP1NACE INSPECTOR SIGNATURE CERT.# | DATE/TIME
NAME OF CG REPRESENTATIVE SIGNATURE UNIT DATE / TIME
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SFLC STANDARD SPECIFICATION 6310

QA-3a- QUALITY ASSURANCEINSPECTION FORM
(SURFACE PROFILE LOG FOR PROFILE MEASUREMENTS IAW ASTM D4417#METHOD -C)

VesselName Hull # Work ltem # Work Item Title

Location of Work (Frame References) Area (sqft)

PROFILE ACHIEVED (mils)
Min | Max | Mean

SURFACE PREPARATION METHOD

SSPGSP-10/NACE No. 2
SSPCSPWJ-2/NACE WJ-2
SSPGSP-3

SSPCGSP-11

SSPCSP-11 (inaccessible area)
Brush-blasting (non-metallic substrate)

1> > > B>

Abrasive Manufacturer and Sieve Size:

Flace surface profile replica tapes in the spaces provided below, fo serve a3 permanent (JA record. Maintain a separate log for each
location. When an area is divided into separate sections, maintain a separate log for each section.
"~ Place Surface Profile | PlaceSurfaceProfile | Place Surface Profile |
Eeplica Tape Here Eeplica Tape Here Eeplica Tape Here
Eeading: mils EReading: mils Feading: mils
~ PlaceSurfaceProfile =~ |  PlaceSurfaceProfile =~ |  Place Suface Profile |
Eeplica Tape Here Eeplica Tape Here Eeplica Tape Here
Feading: mils Eeading mils Feading mils
* Place Surface Profile | | Place Surface Profile | Place Surface Profile |
Eeplica Tape Here Eeplica Tape Here Eeplica Tape Here
Eeading: mils Eeading mils Reading mils
 Place Surface Profile | . Place Surface Profile | Place Surface Profile |
Eeplica Tape Here Eeplica Tape Here Eeplica Tape Here
Feading: mils Eeading mils Eeading mils
" Place Surface Profile | | Place Surface Profile | Place Surface Profile |
Eeplica Tape Here Eeplica Tape Here Eeplica Tape Here
Eeading: mils Eeading: mils Feading: mils
Mean Wil Feading (TAW ASTM Dd417-Method C) for above 15 readings:
NAME OF QP1/NACE INSPECTOR SIGNATURE CERT. # DATE / TIME
NAME OF CG REPRESENTATIVE SIGNATURE UNIT DATE / TIME
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SFLC STANDARD SPECIFICATION 6310

QA-3b- QUALITY ASSURANCEINSPECTION FORM
(SURFACE PROFILE LOG FOR PROFILE MEASUREMENTS IAW ASTM D4417METHOD -B)

VesselName Hull # Work ltem # Work Item Title

Location of Work (incl. frame # 6 s ) Area (sqft)

PROFILE ACHIEVED (mils)
Min | Max | Mean

SURFACE PREPARATION METHOD

SSPGSP-10/NACE No. 2
SSPGSPWJ-2/NACE WJ-2
SSPGSP-3

SSPCGSP-11

SSPCSP-11 (inaccessible area)
Brush-blasting (non-metallic substrate)

1> > > B>

Abrasive Manufacturer and Sieve Size:

Record measurementdaken in the spacesprovided below, toserveaspermanent QA record. Maintain separate logfor eachlocation
When an areais divided into separatesections,maintain a separate log for eactsection.
Reading: mils mils mils mils mils
Reading: mils mils mils mils mils
Reading: mils mils mils mils mils
Reading: __mils __mils __mils __mils __mils
Reading: __mils __mils __mils __mils __mils
Reading: mils mils mils mils mils
Reading: mils mils mils mils mils
Reading mils mils mils mils mils
Reading: mils mils mils mils mils
Reading: mils mils mils mils mils
MeanMil s Reading (IAWASTM D4417MethodB) for above 1Greadinggby column):
__mils __mils __mils __mils __mils
NAME OF QP 1/NACE INSPECTOR SIGNATURE CERT. # DATE / TIME
NAME OF CG REPRESENTATIVE SIGNATURE UNIT DATE / TIME
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SFLC STANDARD SPECIFICATION 6310

QA-4-QUALITY ASSURANCEINSPECTION FORM
(SURFACE SOLUBLE SALT CONDUCTIVITY LOG)

VesselName Hull # Work Item # Work Item Title

Location of Work (incl. frame # 6 s ) Area (sqft)

SOLUBLE SALT CONDUCTIVITY MEASUREMENTS IAW SSPCGUIDE 15

CONDUCTIVITY
DATE TEST LOCATIONS (microsiemens/cm)
NAME OF QP1/NACE INSPECTOR SIGNATURE CERT. # DATE / TIME
NAME OF CG REPRESENTATIVE SIGNATURE UNIT DATE / TIME
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SFLC STANDARD SPECIFICATION 6310

QA-5- QUALITY ASSURANCEDATA FORM (COATING THICKNESS)
(Useonesheetfor eachsequence)

VESSEL NAME

HULL# | WORK ITEM #

WORK ITEM TITLE

Coating Mfg

Product Name

Batch # Induction T

Coating SystemSequence
(Primer/Touchup/3™ Coat, etc.)

DRY FILM THICKNESS (DFT) MEASUREMENTS IAW SSPGPA 2

AVERAGE
SPOT 1 2 3 4 5 VALUE

*BASE METAL READING

(BMR)

*Required, If Magnetic Pull-Off (Type I/Banana) Gauge IsUsed.

Location (Frame Reference):
SPOT |1 2 3 4 5 ADJUSTMENTS
1 Overall Avg. DFT Avg. BMR | Deviation
2
3 Before Adjustments | After Adjustments
Avg.

Location (Frame Reference):
SPOT |1 2 3 4 5 ADJUSTMENTS
1 Overall Avg. DFT Avg. BMR | Deviation
2
3 Before Adjustments | After Adjustments
Avg.

Location (Frame Reference):
SPOT |1 2 3 4 5 ADJUSTMENTS
1 Overall Avg. DFT Avg. BMR | Deviation
2
3 Before Adjustments | After Adjustments
Avg.

Application Method (Airless, Conventional Spray, Rolled)

Average DFT

NAME OF QP1/NACE INSPECTOR SIGNATURE CERT. # DATE / TIME
NAME OF CG REPRESENTATIVE SIGNATURE UNIT DATE / TIME
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